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X ly bé mat Surface Treatment

X Coating @ UH Coating
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Goc dinh miii dao Point Angle

7 2 VN
@ 90°Point Angle @ 118°Point Angle 4/0\\0\ 120°Point Angle
@ 130°Point Angle @ 135°Point Angle 1/4A0\ 140°Point Angle

Goéc vat mép Chamfer Angle

Hinh dang géc Corner Shape
Corner Radius

45°Chamfer Angle

15°Chamfer Angle

Loai vién ngoai Type of Periphery

c Loai rang tho g Loai rang min
Roughing.Coarse Pitch Type Roughing. Fine Pitch Type

Dung sai dwong kinh ngoai Tolerance of SD

D D
E Tolerance of SD - h5 w Tolerance of SD - h6

LU
ﬁ Tolerance of SD - h8

"5 0 Tolerance of SD “so | Tolerance of SD
g -0~-0.005 slvvy -0~-0.006

Dung sai dwong kinh ngoai Tolerance of OD

B Tolerance of OD
Tolerance of OD - h8 Tolerance of OD - H7 K12 Tolerance of OD - k12

7= 0 Tolerance of OD
fy -0~-0.005

e Tolerance of OD - h6 Tolerance of OD - h7

=5

Tolerance of Radius
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Tiéu chuan quy dinh Standard
&B DIN206 Standards % DIN338 Standards 1'38'3'7 DIN1897 Standards

Kiéu can dao Type of Shank
Straight Shank Taper Shank
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Muc Luc Index /

Muc Luc

Index

1 Mii Taro Threading Tools: Page
F1-SP === Wi taro xoén F1 C001 ~ C003
F1-PO = Miii taro thing F1 C004 ~ C006
7 F1-SP-G Miii taro xoan F1 pha TiN C007
7rF1-PO-G Miii taro thang F1 phu TiN C008
PM-F1-SPG APl Wess=  HSS-PM Mii taro xoan F1 phu TiN €009
Bang tham khao téc dd cat khuyén nghi cho taro da ndng F1 €010
B-SP Miii taro xoan C011 ~ C012
B-PO Miii taro thang C013 ~ C014
M-SP Miii taro xoan M C015 ~ C016
M-PO Mii taro thing M C017 ~ C018
TI-PM-SP Miii taro xoan chuyén dung cho hop kim titan C019
NI-PM-SP Miii taro xoan chuyén dung cho hop kim niken C020
SUS-SFT Miii taro xoan (INOX) C021
SUS-POT Miii taro thang (INOX) C021
AL-SFT Miii taro xoan (AL) C021
AL-POT Miii taro thang (AL) C021
OVER-SP Miii taro xoan tang kich thwéc +0.03, +0.05, +0.1 C022
OVER-PO  BEEMSS==——ullD)  Mii taro thing tiing kich thudc +0.03, +0.05, +0.1 C022
EM:FI’-G —— 2 HSS-PM Mii taro nén C023 ~ C024
PR i &  HSS-PM Miii taro nén can dai c024
EX-LHT Mii taro dai can chuyén dung cho hop kim magie C025
HT PM-X TS HSS-PM Miii taro thing (~50HRC) C026
PT PM-X =W HSS-PM Mii taro ren éng (~50HRC) co27
v+ CST-0X aSS—— Carbide Miii taro thing (~60HRC) C028

¥7Dong san phadm mai va dong bd sung quy cach
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Page
LONG TAPS “= Miii taro can dai C029 ~ C031
HT SKS Miii taro tay C032
PIPE TAPS “ Miii taro ren éng C033
Bang tham khao diéu kién cét cho dong san pham gia cong ren Joo3
2 Mii Khoan Drills:
g § 7rCDSD3C Miii khoan Carbide D001
%
S ;- CDSD4C Miii khoan Carbide D002
| HHD Miii khoan Carbide (~70HRC) D003
o § F1-SD Mii khoan F1 D004 ~ D006
@ g F1-LD Miii khoan lw&i dai F1 D007 ~ D008
| GSD Miii khoan xoan ph TiN cho Inox D009 ~ D010
Do SSDG Miii khoan xoan phu TiN D011 ~ D012
% 2') 77 SSD Miii khoan xoan D013 ~ D014
o TSD Miii khoan xoan can cén D015
@ PSD Miii khoan xoan cho 16 sau D016
% § PSDG Miii khoan xoan cho 16 sau phu TiN D017
%‘2 PJD SRS S - Miii khoan xoan lw&i dai cho 16 sau D018
PJDG SSSSSS& === Mii khoan xoan lw&i dai cho 16 sau phu TiN D019
% g NCD ) Miii khoan dinh tam NC D020
;’ég C-DRILL S—— i khoan dinh tam D021
07 LSD =seseascsmmmms  Mii khoan can théng lw&i dai D022 ~ D025
. CoNsDc GRS 1i55Co Vi khoan Noss D026 ~ D027
52 | H-NSD GEEE=mR  HsS Vi khoan Noss D028 ~ D029
= Bang tham khao diéu kién cét cho dong san phdm miii khoan D030 ~ D035
§ 3 Dao Doa Reamers:
2 % SCR Dao doa Carbide E001 ~ E002
§§ SMCR &=SSEE——> Dao doa may E003 ~ E004
= HR ] Dao doa tay E005
%_5 T SPHR Dao doa xoén tay E005
%% Bang tham khao diéu kién cat cho dong sé&n pham dao doa E006
| +rDéng san phdm méi va dong bd sung quy cach
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4 Dao Phay SUPER Coating End Mills:
7-GMSEH-2 PSS-S 30" - 2Flute - Dao phay mit phing (~65HRC) FOO*
7 GMSEH-4 PSS 30° - 4Flute - Dao phay mat phang (~65HRC) F002
+GMSRH-4 PEESSS===" 30° - 4Flute - Dao phay géc bo R (~65HRC) F003
7GMHRH-2 peamm—l——————— 30° - 2 Flute - Dao phay rinh sau (~65HRC) F004 ~ F005
7 GMRBH-2 G 30° - 2 Flute - Dao phay cu ranh sau (~65HRC)  F006 ~ F008
GHSE-2 PRSI 30° - 2Flute - Dao phay mit phing (~55HRC) Fo09 | & §
GHSE-4 B 30" 4Flute - Dao phay mit phing (~55HRC) FO09 i
GHSB-2 ————— 30° - 2 Flute - Dao phay cAu (~55HRC) Fo10 [
GHB-2 30° - 2 Flute - Dao phay cu (~55HRC) Fo10 | o §
GMSE-2 35° - 2 Flute - Dao phay mat phang FO11 %g
GMSE-4 35° - 4 Flute - Dao phay mit phang Fo12 |
GMSEL-2 35° - 2 Flute - Dao phay lw&i dai mat phang F013 5o
%
GMSEL-4 BBSS—————— 35° - 4Flute - Dao phay lui dai mat phing FO13 % 2;
GMSE-3 SSE@E=== 45° - 3Flute - Dao phay m3t phing Fota | )
GMHD-4 M 45° - 4Flute - Dao phay mit phéing (~55HRC) FO15 |
GMHD-6 S 45° - 6Flute - Dao phay mit phéing (~55HRC) FO15 % %
GMHDL-6 M 45° - 6Flute - Dao phay Iui dai mat phing (~55HRC) FO15 §—§
3
GMSR-2 BSS——————  30°- 2Flute - Dao phay géc bo R FO16
7 GMSR-4 E 30° - 4 Flute - Dao phay géc bo R F016 I_%I nooz
GMHR-2 pammm———————— 30° - 2 Flute - Dao phay rinh sau F017 ~ F018 Egu
GMB-2 . 30° - 2Flute - Dao phay cau F019 07
GMRB-2 o= 30°- 2Flute - Dao phay cau ranh sau F019 ~ F020 <O
GTSE-4 E 30° - 4 Flute - Dao phay mat phang (INOX) F021 g %
GTSEL-4 B 30° - 4Flute - Dao phay Iui dai mat phing (INOX) Fo2t |
GTRE M) 45°- 4~6Flute - Dao phay thd (INOX) Fo21 | 2
GASE-2 N ————  45° - 2 Flute - Dao phay mit phéng (AL) F022 ?E
GASEM-2 S > ———— 45° - 2 Flute - Dao phay Iw&i trung dai mat phéng (AL) F022 gg
GASE-3 S —————) 45° - 3Flute - Dao phay mét phéng (AL) Fo23
GASEM-3 B ————) 45° - 3Flute - Dao phay Iwi trung dai m3t phéng (AL) Fo23 | 21
GASEL-3 K= 45° - 3Flute - Dao phay Iwdi dai mit phéng (AL) F024 g;‘,
¥7Dong san phadm mai va dong bd sung quy cach L
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Bang tham khao diéu kién c&t cho dong san pham SUPER Coating F025 ~ F051
GVSE-4 N 35°/37° - 4 Flute - Dao phay mit phang G001

GVSEM-4 RS 35°/37° - 4 Flute - Dao phay Iwsi trung dai mat phing G001
GVSEM-4P m 35°/37° - 4 Flute - Dao phay Iw&i trung dai mit phing G002

Bang tham khao diéu kién cat cho dong san phdm SUPER PRO G003 ~ G004
gfj 6 Dao Phay HSSCo8 End Mills:
S SEE-2 + 2 Flute - Dao phay mat phang HO001 ~ H002
| SSE-4 * 4 Flute - Dao phay mat phéng H003 ~ H004
o § FRE - 4~6 Flute - Dao phay tho H005
g g:) FPRE + 3~6 Flute - Dao phay thd H005
| FHPRE * 4~6 Flute - Dao phay thd H006
xg | FRB & —————— 30° - 4&6 Flute - Dao phay ciu tho Ho06
% §| Bang tham khao diéu kién cat cho dong san phdm HSSCo8 H007 ~ HO11
» O
’ 7 Dao Phay Diamond Coating End Mills:
% CFRPE P L 6p phu kim cwong dao phay mat phing (CFRP) 1001
§§ Bang tham khao didu kién cit cho CFRPE 1001
%2 FDSE-2 e 30° - 2 Flute - L&p ph kim cwong dao phay mét phang 1002
a
FDSE-4 BEE———oo 30° - 4Flute - L&p phi kim cwong dao phay mét phing 1002
r% § | FDCSE-4 BEE——— 30° 4Flute - Lop phii kim cwong dao phay mat phing 1002
gg FDSHR-2 oy 30° ¢ 2 Flute - Lé&p pha kim cwong dao phay ranh sau 1003
07 FDSRB-2 o 30° - 2 Flute - L&p phu kim cwong dao phay cau ranh sau 1003
T o FDCSEL-2 — == 30° - 2 Flute - L&p phu kim cwong dao phay Iwdi dai mat phang 1004
é % FDSR-3 40° - 3 Flute - Lé'p phu kim cwong dao phay géc bo R 1005
b FDLSR-3 40° - 3 Flute - L&p phu kim cwong dao phay Iwéi dai goc bo R 1005
§U FDCB-2 30° - 2 Flute - L&p phu kim cwong dao phay cau 1006
3%; FDCSB-2 @e—————— 30°- 2Flute - L&p phua kim cwong dao phay cau ranh sau 1006
§§ FDCSB-4 -— ——  30° - 4 Flute - L&p phu kim cwong dao phay cu ranh sau 1006
= FDCMDR-2 remge—————————— 40° - 2 Flute - L&p phti kim cwong dao phay géc bo R ranh sau 1007
§ 3 FDCRB-2 — 30° - 2 Flute - L&p phu kim cwong dao phay ciu ranh sau 1007
%% Bang tham khao diéu kién cat cho dong san phdm phu kim cuong 1008 ~ 1010
| +rDéng san phdm méi va dong bd sung quy cach
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Muc Luc Index / Forr

8 Phu luc Reference Material:

D6 chinh xac taro FH FH LIMIT J001

D6 chinh xac taro nén F F LIMIT J002

Bang diéu kién gia céng taro Tapping Condition Joo3

Xt ly sw ¢é khi trong qua trinh dung Taro Trouble Shooting in Tapping J004 ~ J006

Xt ly sw c6 trong qua trinh phay Trouble Shooting in Milling J007 ~ JO11

Xt ly sw cd trong qua trinh khoan Trouble Shooting in Drilling J012 ~ J013
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»rrTr \\ Miii Taro Taps

Thread U
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M(i taro xo3n F1

F1 Spiral Fluted Taps

.— @

* CAu trdc ren duoc thiét ké dac biét. Co thé ngdn chén hién twong cat got qua murc, lam méng ren hodc tang qua Ién
duong kinh trung binh cta ren. ]
* Hinh dang ranh dwoc thiét ké dac biét, gidp loai bd phoi mwot ma hon va nang cao chat lwgng ren.

=< * Phu hop cho gia cong 16 kin (blind hole).
o £ * Thich hop dé gia cong ren trén nhiéu loai vat liéu khac nhau, mang lai hiéu suét gia cong vuot tréi, chang han nhw thép
3 §' carbon, thép hop kim, thép khong gi, ddng va hop kim kém, ...
° 2D 2d
| I L 1
| | )
z | K1 %
- L
%;?3,- Units: mm
— (L) ()] (d) (K) (K1)
o M 1 x 025 FH1 30 55 3 25 5 -
o M 12 x 025 FH1 32 55 3 25 5 =
g 2 M 14 x 03 FH1 34 8 3 25 5 -
’ M 16 x 035 FH1 36 8 3 25 5 -
M 17 x 035 FH1 36 8 3 25 5 -
@ M 2 x 04 FH1 40 9.5 3 25 5 =
me M 23 x 04 FH1 42 9.5 3 25 5 -
oD M 25 x 045 FH1 44 95 3 25 5 -
g2 M 26 x 045 FH1 44 95 3 25 5 -
@ M 3 x 05 FH2 46 11 4 3.2 6 -
" M 35 x 06 FH2 48 13 4 3.2 6 -
co M 4 x 05 FH2 52 13 5 4 7 -
% M 4 x 07 FH2 52 13 5 4 7 -
32 M 45 x 075 FH2 55 13 5 4 7 =
© M 5 x 05 FH2 60 16 55 45 7 -
M 5 x 08 FH2 60 16 55 45 7 —
1O M 6 x 075 FH2 62 19 6 45 7 -
52%; M 6 x 1.0 FH2 62 19 6 45 7 —
23 M 7 x 075 FH2 65 19 6.2 5 8 -
M 7 x 10 FH2 65 19 6.2 5 8 -
S M 8 x 075 FH2 70 22 6.2 5 8 -
2 _ M 8 x 1.0 FH2 70 22 6.2 5 8 -
S8 M 8 x 125 FH2 70 22 6.2 5 8 -
g§ M 9 x 1.0 FH2 72 22 7 55 8 -
2= M 9 x 125 FH2 72 22 7 55 8 -
@ M 10 x 1.0 FH2 75 24 7 5.5 8 -
M 10 x 1.25 FH2 75 24 7 55 8 -
Z M 10 x 15 FH2 75 24 7 55 8 =
2< M 12 x 1.0 FH2 82 29 85 6.5 9 -
x© M 12 x 125 FH2 82 29 8.5 6.5 9 -
M 12 x 15 FH2 82 29 8.5 6.5 9 -
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M(i taro xo3n F1

F1 Spiral Fluted Taps

Units: mm

(d) (K) (K1)
M 12 x 1.75 FH2 82 29 8.5 6.5 9 -
M 14 x 1.0 FH2 88 30 10.5 8 11 =
M 14 x 1.25 FH2 88 30 10.5 8 11 -
M 14 x 15 FH2 88 30 10.5 8 11 =
M 14 x 20 FH2 88 30 10.5 8 11 -
M 16 x 1.0 FH2 95 32 12.5 10 13 =
M 16 x 15 FH2 95 32 12.5 10 13 -
M 16 x 2.0 FH2 95 32 12.5 10 13 =
M 18 x 1.0 FH2 100 37 14 11 14 -
M 18 x 15 FH2 100 37 14 11 14 =
M 18 x 20 FH3 100 37 14 11 14 -
M 18 x 25 FH3 100 37 14 11 14 =
M 20 x 1.0 FH2 105 37 15 12 15 -
M 20 x 1.5 FH3 105 37 15 12 15 =
M 20 x 2.0 FH3 105 37 15 12 15 -
M 20 x 25 FH3 105 37 15 12 15 =
M 22 x 1.0 FH2 115 38 17 13 16 -
M 22 x 15 FH3 115 38 17 13 16 =
M 22 x 20 FH3 115 38 17 13 16 -
M 22 x 25 FH3 115 38 17 13 16 =
M 24 x 15 FH3 120 45 19 15 18 -
M 24 x 20 FH3 120 45 19 15 18 =
M 24 x 3.0 FH3 120 45 19 15 18 -
M 25 x 15 FH3 125 45 19 15 18 =
M 25 x 20 FH3 125 45 19 15 18 -
M 26 x 15 FH3 125 45 20 15 18 =
M 26 x 2.0 FH3 125 45 20 15 18 -
M 27 x 15 FH3 130 45 20 15 18 =
M 27 x 3.0 FH3 130 45 20 15 18 -
M 28 x 1.5 FH3 130 45 21 17 20 =
M 28 x 20 FH3 130 45 21 17 20 -
M 30 x 1.0 FH2 135 48 23 17 20 =
M 30 x 1.5 FH3 135 48 23 17 20 -
M 30 x 20 FH3 135 48 23 17 20 =
M 30 x 3.0 FH3 135 48 23 17 20 -
M 30 x 35 FH4 135 48 23 17 20 =
UNF 4 - 48 FH1 44 9.5 3 2.5 5 -
UNF 5 - 44 FH1 46 11 4 3.2 6 =
UNF 6 - 40 FH1 48 13 4 3.2 6 -
UNF 8 - 36 FH2 52 13 5 4 7 =
UNF 10 - 32 FH2 60 16 5.5 4.5 7 -

sde]

=
=]
g
=
5}

s|ua
ueoyy NN

slswesy
eoq oeq

Buneod ¥3dns
Aeyd oeQ

O¥d "3dNs
Aeyd oeQq

80OJSSH
Aeyd oeQ

Buneon puoweiq
Aeyd oeq

xipuaddy
on| hyd

C002



rer \\WN
TEM; @ co10

M(i taro xo3n F1

F1 Spiral Fluted Taps Units: mm
(d) (K) (K1)

UNF 12 - 28 FH2 60 16 55 45 7 -
- UNF 1/4 - 28 FH2 62 19 6 45 7 -
g; UNF 5/16 - 24 FH2 70 22 6.1 5 8 -
3 UNF 3/8 - 24 FH2 75 24 7 55 8 -
UNF 7/16 - 20 FH2 80 25 8 6 9 -
UNF 1/2 - 20 FH2 85 29 9 7 10 -
= UNF 9/16 - 18 FH2 90 30 105 8 11 -
S UNF 58 - 18 FH2 95 32 12 9 12 -
“g UNF 3/4 - 16 FH3 105 37 14 11 14 -
UNF 7/8 - 14 FH3 115 38 17 13 16 -
—] UNF 1" - 12 FH3 125 45 20 15 18 -
. UNC 2 - 56 FH1 42 95 3 25 5 -
88 UNC 4 - 40 FH1 44 95 3 25 5 -
2 & UNC 5 - 40 FH1 46 11 4 32 6 -
UNC 6 - 32 FH2 48 13 4 3.2 6 -
UNC 8 - 32 FH2 52 13 5 4 7 -
%U UNC 10 - 24 FH2 60 16 55 45 7 -
e UNC 12 - 24 FH2 60 16 55 45 7 -
gg UNC 1/4 - 20 FH2 62 19 6 45 7 -
E UNC 5/16 - 18 FH2 70 22 6.1 5 8 -
UNC 3/8 - 16 FH2 75 24 7 55 8 -
@ UNC 7/16 - 14 FH3 80 25 8 6 9 -
og UNC 12 - 13 FH3 85 29 9 7 10 -
53 UNC 9/16 - 12 FH3 90 30 10.5 8 11 -
3= UNC 58 - 11 FH3 95 32 12 9 12 -
UNC 3/4 - 10 FH3 105 37 14 11 14 -
UNC 7/8 - 9 FH3 115 38 17 13 16 -
ég UNC 1" - 8 FH3 125 45 20 15 18 -
o W 1/8 - 40 FH1 46 11 4 3.2 6 -
®< W 5/32 - 32 FH2 52 13 5 4 7 -
W 316 - 24 FH2 60 16 55 45 7 -
2 W 14 - 20 FH2 62 19 6 45 7 -
§§ W 516 - 18 FH2 70 22 6.1 5 8 -
oD W 38 - 16 FH2 75 24 7 5.5 8 -
82 W 716 - 14 FH3 80 25 8 6 9 -
a W12 - 12 FH3 85 29 9 7 10 -
W 916 - 12 FH3 90 30 10.5 8 11 -
Z3 W 58 - 11 FH3 95 32 12 9 12 -
8< W 34 - 10 FH3 105 37 14 11 14 -
%0 W 78 -9 FH3 115 38 17 13 16 -
W 1" -8 FH3 125 45 20 15 18 -
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M(ii taro thang F1
F1 Spiral Pointed Taps

.— @

* CAu trdc ren dwoc thiét ké dac biét. Co thé ngdn chén hién twong cat got qua murc, lam méng ren hodc tang qua Ién

dwong kinh trung binh cua ren. ]
* Hinh dang rénh dwoc thiét ké dac biét, gidp loai bd phoi mwot ma hon va nang cao chat lwgng ren.
* Phu hop cho gia cong [0 thong (through hole).

Mii Taro Taps

/i

rorcr

@ co10

* Thich hop dé gia cong ren trén nhiéu loai vat liéu khac nhau, mang lai hiéu suat gia cong vuot troi, chéng han nhw thép

carbon, thép hop kim, thép khong gi, ddng va hop kim kém, ...

@D ad
I I —
| [
K1 N
L
Units: mm
(L) ()] (d) (K) (K1)

M 1 x 025 FH1 30 55 3 25 5 -
M 12 x 025 FH1 32 55 3 25 5 -
M 14 x 03 FH1 34 8 3 25 5 -
M 16 x 0.35 FH1 36 8 & 25 B -
M 17 x 035 FHA1 36 8 3 25 5 -
M 2 x 04 FH2 40 9.5 3 25 B -
M 23 x 04 FH2 42 9.5 3 25 5 -
M 25 x 045 FH2 44 9.5 3 25 3 -
M 26 x 045 FH2 44 9.5 3 25 5 -
M 3 x 05 FH2 46 11 4 3.2 6 -
M 35 x 06 FH2 48 13 4 3.2 6 -
M 4 x 05 FH2 52 13 5 4 7 -
M 4 x 07 FH2 52 13 5 4 7 -
M 45 x 075 FH2 55) 13 5 4 7 -
M 5 x 05 FH2 60 16 55 45 7 -
M 5 x 08 FH2 60 16 55 45 7 -
M 6 x 075 FH2 62 19 6 45 7 -
M 6 x 1.0 FH2 62 19 6 45 7 -
M 7 x 075 FH2 65 19 6.2 5 8 -
M 7 x 1.0 FH2 65 19 6.2 5 8 -
M 8 x 075 FH3 70 22 6.2 5 8 -
M 8 x 1.0 FH3 70 22 6.2 5 8 -
M 8 x 125 FH3 70 22 6.2 5 8 -
M 9 x 1.0 FH3 72 22 7 515 8 -
M 9 x 125 FH3 72 22 7 55 8 -
M 10 x 1.0 FH3 75 24 7 55 8 -
M 10 x 1.25 FH3 75 24 7 5.5 8 -
M 10 x 15 FH3 75 24 7 515 8 -
M 12 x 1.0 FH3 82 29 8.5 6.5 9 -
M 12 x 125 FH3 82 29 8.5 6.5 9 -
M 12 x 15 FH3 82 29 8.5 6.5 9 -
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M(ii taro thang F1

F1 Spiral Pointed Taps Units: mm
(d) (K) (K1)

M 12 x 175 FH4 82 29 8.5 6.5 9 -
= M 14 x 1.0 FH3 88 30 105 8 11 -
g'§ M 14 x 1.25 FH3 88 30 10.5 8 11 -
®3 M 14 x 15 FH3 88 30 10.5 8 11 -
M 14 x 20 FH4 88 30 105 8 11 -
M 16 x 1.0 FH3 95 32 125 10 13 -
= M 16 x 15 FH3 95 32 125 10 13 -
o M 16 x 20 FH4 95 32 125 10 13 -
°g M 18 x 1.0 FH3 100 37 14 11 14 -
3 M 18 x 15 FH4 100 37 14 11 14 -
— M 18 x 20 FH4 100 37 14 11 14 -
. M 18 x 25 FH4 100 37 14 11 14 =
§8 M 20 x 1.0 FH3 105 37 15 12 15 -
28 M 20 x 15 FH4 105 37 15 12 15 -
M 20 x 20 FH4 105 37 15 12 15 -
M 20 x 25 FH4 105 37 15 12 15 -
%D M 22 x 1.0 FH3 115 38 17 13 16 -
mg M 22 x 15 FH4 115 38 17 13 16 -
gé’? M 22 x 20 FH4 115 38 17 13 16 -
s M 22 x 25 FH4 115 38 17 13 16 -
M 24 x 15 FH4 120 45 19 15 18 -
o M 24 x 20 FH4 120 45 19 15 18 -
o3 M 24 x 30 FH4 120 45 19 15 18 -
A M 25 x 15 FH4 125 45 19 15 18 -
3= M 25 x 2.0 FH4 125 45 19 15 18 -
M 26 x 15 FH4 125 45 20 15 18 -
M 26 x 20 FH4 125 45 20 15 18 -
ég M 27 x 15 FH4 130 45 20 15 18 -
83 M 27 x 30 FH4 130 45 20 15 18 -
©2 M 28 x 15 FH4 130 45 21 17 20 -
M 28 x 20 FH4 130 45 21 17 20 -
o M 30 x 1.0 FH3 135 48 23 17 20 -
3§ M 30 x 15 FH4 135 48 23 17 20 -
S M 30 x 20 FH4 135 48 23 17 20 -
58 M 30 x 3.0 FH4 135 48 23 17 20 -
a M 30 x 35 FH5 135 48 23 17 20 -
UNF 4 - 48 FH2 44 9.5 3 25 5 -
Zo UNF 5 - 44 FH2 46 11 4 3.2 6 -
< UNF 6 - 40 FH2 48 13 4 3.2 6 -
g6 UNF 8 - 36 FH2 52 T 5 4 7 —
UNF 10 - 32 FH2 60 16 55 45 7 -

C005



N T AT // reT

E-)
i &S A coto

M(ii taro thang F1
F1 Spiral Pointed Taps

Units: mm

(d) (K) (K1)
UNF 12 - 28 FH2 60 16 5.5 45 7 -
UNF 1/4 - 28 FH2 62 19 6 45 7 =
UNF 5/16 - 24 FH2 70 22 6.1 5 8 -
UNF 3/8 - 24 FH2 75 24 7 55 8 =
UNF 7/16 - 20 FH3 80 25 8 6 9 -
UNF 12 - 20 FH3 85 29 9 7 10 =
UNF 9/16 - 18 FH3 90 30 10.5 8 11 -
UNF 58 - 18 FH3 95 32 12 9 12 =
UNF 3/4 - 16 FH3 105 37 14 11 14 -
UNF 7/8 - 14 FH3 115 38 17 13 16 =
UNF 1" 12 FH3 125 45 20 15 18 -
UNC 2 - 56 FH1 42 9.5 3 2.5 5 =
UNC 4 - 40 FH2 44 9.5 3 2.5 5 -
UNC 5 - 40 FH2 46 11 4 3.2 6 =
UNC 6 - 32 FH2 48 13 4 3.2 6 -
UNC 8 - 32 FH2 52 13 5 4 7 =
UNC 10 - 24 FH2 60 16 5.5 45 7 -
UNC 12 - 24 FH2 60 16 55 4.5 7 =
UNC 1/4 - 20 FH2 62 19 6 4.5 7 -
UNC 5/16 - 18 FH3 70 22 6.1 ® 8 =
UNC 3/8 - 16 FH3 75 24 7 55 8 -
UNC 7/16 - 14 FH3 80 25 8 6 9 =
UNC 12 - 13 FH3 85 29 9 7 10 -
UNC 9/16 - 12 FH3 90 30 10.5 8 11 =
UNC 58 - 11 FH3 95 32 12 9 12 -
UNC 3/4 - 10 FH3 105 37 14 11 14 =
UNC 7/8 - 9 FH4 115 38 17 13 16 -
UNC 1" 8 FH4 125 45 20 15 18 =
W 18 - 40 FH2 46 11 4 3.2 6 -
W 532 - 32 FH2 52 13 5 4 7 =
W 316 - 24 FH2 60 16 5.5 45 7 -
W 14 - 20 FH3 62 19 6 4.5 7 =
W 5116 - 18 FH3 70 22 6.1 5 8 -
W 38 - 16 FH3 75 24 7 55 8 =
W 716 - 14 FH3 80 25 8 6 9 -
W 12 - 12 FH3 85 29 9 7 10 =
W 916 - 12 FH3 90 30 10.5 8 11 -
W 58 - 11 FH3 95 32 12 9 12 =
W 34 - 10 FH4 105 37 14 11 14 -
W 78 - 9 FH4 115 38 17 13 16 =
w 1" - 8 FH4 125 45 20 15 18 -
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Mi taro xoan F1 pha TiN
F1 Spiral Fluted Taps with TiN Coating

o

* CAu trdc ren duoc thiét ké dac biét. Co thé ngdn chén hién twong cat got qua murc, lam méng ren hodc tang qua Ién
duong kinh trung binh cta ren. ]
* Hinh dang ranh dwoc thiét ké dac biét, gilp loai bd phoi mwot ma hon va nang cao chat lwgng ren.

= * Phu hop dé gia cong 13 kin (blind hole).
o £ * Thich hop dé gia cong ren trén nhiéu loai vat liéu khac nhau, mang lai hiéu suét gia cong vuot troi, chang han nhu thép
3 :Z)' carbon,thép hop kim, thép khdng gi, ddng va hop kim kém,...
o
2D ad
| | =
§ | | &
gl
= I K1
> Units: mm
(L) (1) (d) (K) (K1)
2S
g% M 2 x 04 FH1 40 9.5 3 25 5 -
@8 M 25 x 045 FH1 44 95 3 25 5 -
M 3 x 05 FH2 46 11 4 3.2 6 -
%U M 4 x 07 FH2 52 13 5 4 7 =
%“o; M 5 x 08 FH2 60 16 55 45 7 -
o
83 M 6 x 1.0 FH2 62 19 6 45 7 -
< M 7 x 1.0 FH2 65 19 6.2 5 8 -
» M 8 x 075 FH2 70 22 6.2 5 8 -
c o
ﬁg M 8 x 125 FH2 70 22 6.2 5 8 -
T
33 M 10 x 125 FH2 75 24 7 55 8 -
(@)
M 10 x 15 FH2 75 24 7 55 8 -
M 12 x 1.0 FH2 82 29 8.5 6.5 9 =
53 M 12 x 175 FH2 82 29 85 6.5 9 -
gg M 14 x 20 FH2 88 30 10.5 8 11 -
M 16 x 2.0 FH2 95 32 12.5 10 13 -
:T? M 20 x 25 FH3 105 37 15 12 15 -
3§ M 24 x 30 FH3 120 45 19 15 18 -
o
oY
gL
s
>
2%
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F1 Spiral Pointed Taps with TiN Coating

o

Mii Taro Taps

/i

Size Added

rCr

@ c010

* CAu trdc ren dwoc thiét ké dac biét. Co thé ngdn chén hién twong cat got qua murc, Iam méng ren hodc tang qua Ién

dwong kinh trung binh cla ren. )
* Hinh dang rénh dwoc thiét ké dac biét, gidp loai bd phoi mwot ma hon va nang cao chat lwgng ren.
* Phu hop dé gia cong 16 théng (through hole).

* Thich hogp dé gia cong ren trén nhiéu loai vat lieu khac nhau, mang lai hiéu suat gia cong vuot troi, chéng han nhw thép

carbon, thép hop kim, thép khong gi, ddng va hop kim kém, ...

2D ad
=
K1 N,
L
Units: mm
(L) {) (d) (K) (K1)
M 2 0.4 FH2 40 9.5 3 2.5 5 =
M 25 0.45 FH2 44 9.5 3 2.5 5 -
M 3 05 FH2 46 11 4 3.2 6 -
M 4 0.7 FH2 52 13 5 4 7 -
M 5 0.8 FH2 60 16 55 45 7 -
M 6 1.0 FH2 62 19 6 45 7 =
M 7 1.0 FH2 65 19 6.2 5 8 =
M 8 0.75 FH3 70 22 6.2 5 8 =
M 8 1.25 FH3 70 22 6.2 5 8 =
M 10 1.25 FH3 75 24 7 515 8 =
M 10 1.5 FH3 75 24 7 55 8 -
M 12 1.25 FH3 82 29 8.5 6.5 9 -
M 12 1.75 FH4 82 29 8.5 6.5 9 -
M 14 2.0 FH4 88 30 10.5 8 11 =
M 16 2.0 FH4 95 32 12.5 10 13 =
M 20 2.5 FH4 105 37 15 12 15 =
M 24 3.0 FH4 120 45 19 15 18 =
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Frcr \\ Mii Taro Taps

Thread U
i = LA™ coto

HSS-PM Mii taro xoan F1 pha TiN
F1 HSS-PM Spiral Fluted Taps with TiN Coating

o

* CAu trdc ren duoc thiét ké dac biét. Co thé ngdn chén hién twong cat got qua murc, lam méng ren hodc tang qua Ién
duong kinh trung binh cta ren. ]
* Hinh dang ranh dwoc thiét ké dac biét, gilp loai bd phoi mwot ma hon va nang cao chat lwgng ren.

= * Phu hop dé gia cong 13 kin (blind hole).
o £ * Thich hop dé gia cong ren trén nhiéu loai vat liéu khac nhau, mang lai hiéu suét gia cong vuot troi, chang han nhu thép
3 :Z)' carbon, thép hop kim, thép khong gi, ddng va hop kim kém, ...
o
2D ad
| | )]
| | )
=z | K1 ¥
[t
E L
o Units: mm
5
— (L) ()] (d) (K) (K1)
DO M 3 x 05 FH2 46 35 4 3.2 6 -
g% M 4 x 07 FH2 52 49 5 4 7 -
® g
w o M 5 x 08 FH2 60 5.6 5.5 45 7 -
M 6 x 1.0 FH2 62 7 6 45 7 -
%)
ﬁ?, M 8 x 1.0 FH2 70 8.5 6.2 5 8 -
2% M 8 x 125 FH3 70 8.5 6.2 5 8 -
0
22 M 10 x 125 FH3 75 10.5 7 55 8 -
° M 10 x 15 FH3 75 10.5 7 55 8 -
2 g M 12 x 1.0 FH2 82 12 8.5 6.5 9 -
ms M 12 x 125 FH3 82 12 8.5 6.5 9 -
%i’r M 12 x 15 FH3 82 12 85 65 9 -
M 12 x 175 FH3 82 12 8.5 6.5 9 =
5 M 14 x 15 FH3 88 14 10.5 8 11 -
T
Eﬁno_; M 14 x 20 FH3 88 14 10.5 8 11 -
03'
&2 M 16 x 15 FH3 95 14 125 10 13 -
M 16 x 2.0 FH3 95 14 12.5 10 13 -
5? M 18 x 15 FH3 100 17.5 14 11 14 -
o
%8 M 18 x 25 FH3 100 17.5 14 11 14 -
T
&8 M 20 x 15 FH3 105 175 15 12 15 -
a M 20 x 25 FH3 105 175 15 12 15 -
M 22 x 15 FH3 115 175 17 13 16 -
>
%;:q M 22 x 25 FH4 115 17.5 17 13 16 -
;:—.?_, M 24 x 15 FH3 120 21 19 15 18 -
M 24 x 3.0 FH4 120 21 19 15 18 -
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Recommended Cutting Condition

Low carbon steels 8~ 13 15~ 25
Medium carbon steels 7~12 10~ 15
High carbon steels 6~ 9 8~13
Steels Alloyed steels 7~12 10 ~ 15
Hardened steels up to 45HRC 3~ 5 4~ 6
Tool steels 6~ 9 7~10
Cast steels 6~ 11 10~ 15
Stainless steels B~ B 8 ~13
Castiron 8~13 10 ~ 15
Aluminum rolled 10~ 20 15~ 25

Aluminum
Aluminum alloyed casting 10~ 15 15~ 20
Titanium Unalloyed Titanium 3~ 5 5~10
Nickel Unalloyed Nickel 3~ 5 5~10
Copper 6~ 11 7~12
Brass 10~ 20 15~ 25
Bronze 6~ 11 10~ 20
Zinc Zinc alloyed casting 7~12 10 ~ 15

@® : Excellent
O: Good
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Frcr \\ Mii Taro Taps

Thread U
I S oam) 003

Mii taro xoan
Spiral Fluted Taps

* Phu hop dé gia cong 16 mu da dung.

2D 2d
3 | . K1
Units: mm
L&
= ? (L) (1 (d) (K) (K1) (F)
> M 1 x 025 | FHI 30 55 3 25 5 2 -
T | M 12 x 025 | FH 32 55 3 25 5 2 -
29 M 14 x 03 FH1 34 8 3 25 5 2 -
§;j M 16 x 035  FHI 36 8 3 25 5 2 =
M 17 x 035 | FHI 36 8 3 25 5 2 -
@ M 2 x 04 FHA 40 95 3 25 5 2 -
TO
ms M 25 x 045 | FHI 44 95 3 25 5 2 -
g§ M 3 x 05 FH2 46 1 4 32 6 3 -
a M 4 x 07 FH2 52 13 5 4 7 3 -
o M 5 x 08 FH2 60 16 55 45 7 3 -
mo M 6 x 10 FH2 62 19 6 45 7 3 -
38 M 8 x 125 | FHe 70 22 6.2 5 8 3 -
M 10 x 125 | FHe 75 24 7 55 8 3 -
o M 10 x 15 FH2 75 24 7 55 8 3 -
35 M 12 x 125  FH2 | 82 29 85 65 9 3 -
2 M 12 x 15 FH2 82 29 85 65 9 3 -
= M 12 x 175 | FHe 82 29 85 65 9 3 -
2o M 14 x 15 FH2 88 30 105 8 11 3 -
2‘3:}3 M 14 x 20 FH2 88 30 105 8 1 3 -
=" M 16 x 15 FH2 95 32 125 10 13 3 -
M 16 x 20 FH2 95 32 125 10 13 3 -
Z3 M 18 x 15 FH2 100 37 14 1 14 4 -
S 2
25 M 18 x 25 FH3 100 37 14 1 14 4 -
M 20 x 15 FH3 105 37 15 12 15 4 -
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Mii taro xoan
Spiral Fluted Taps

E-)
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Units: mm

(L) ()] (d) (K) (K1) (F)
M 20 x 25| FH3 105 37 15 12 15 4 -
M 24 x 30 | FH3 120 45 19 15 18 4 -
W 1/8 - 40 I 46 11 4 3.2 6 3 -
W 532 - 32 I 52 13 5 4 7 3 -
W 316 - 24 I 60 16 55 45 7 3 -
W 14 - 20 I 62 19 6 45 7 3 -
W 516 - 18 I 70 22 6.1 5 8 3 -
W 38 - 16 I 75 24 7 55 8 3 -
W 716 - 14 I 80 25 8 6 9 3 -
W12 - 12 I 85 29 9 7 10 3 -
W 916 - 12 I 90 30 10.5 8 11 3 -
W 58 - 11 I 95 32 12 9 12 3 -
W 34 - 10 I 105 37 14 11 14 4 -
W 78 -9 I 115 38 17 13 16 4 -
w1 -8 I 125 45 20 15 18 4 -
UNC 2 - 56 I 42 9.5 3 25 5 2 -
UNC 4 40 I 44 95 3 25 5 3 -
UNC 6 32 I 48 13 4 3.2 6 3 -
UNC 8 32 I 52 13 5 4 7 3 -
UNC 10 - 24 I 60 16 55 45 7 3 -
UNC 12 - 24 I 60 16 55 45 7 3 -
UNC 1/4 - 20 I 62 19 6 45 7 3 -
UNC 5/16 - 18 I 70 22 6.1 5 8 3 -
UNC 318 - 16 I 75 24 7 55 8 3 -
UNC 716 - 14 I 80 25 8 6 9 3 -
UNC 1/2 - 13 I 85 29 9 7 10 3 -
UNF 8 36 I 52 13 5 4 3 -
UNF 10 - 32 I 60 16 55 45 7 3 -
UNF 12 - 28 I 60 16 55 45 7 3 -
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M(ii taro thang
Pointed Fluted Taps

* Phu hop dé gia cong 16 thong da dung.

A @Dz
=
o -+
3o
5} L1
= B |

Units: mm

=
o
ag (L) (1) (d) (K) (K1) (F)

M 1 x 025 FH1 30 55 3 25 5 2 -

M 12 x 025 FH1 32 55 3 25 5 2 -
2
88 M 14 x 03 FH1 34 8 3 25 5 2 -
® g
@o M 16 x 0.35 FH1 36 8 3 2.5 5 2 -
. M 17 x 035 FH1 36 8 3 25 5 2 -
C
A5 M 2 x 04 FH2 40 95 3 25 5 2 -
)
gg? M 25 x 045 FH2 44 95 3 25 5 2 -
:.._‘<
a M 3 x 05 FH2 46 11 4 32 6 3 -
® M 4 x 07 FH2 52 13 5 4 7 3 -
S5
me M 5 x 08 FH2 60 16 55 45 7 3 =
-UD'
2% M 6 x 10 FH2 62 19 6 45 7 3 -

M 8 x 125 FH3 70 22 6.2 5 8 3 -
T2 M 10 x 125 FH3 75 24 7 55 8 3 -
(/Jo
o3 M 10 x 15 FH3 75 24 7 5.5 8 3 -
<

M 12 x 125 FH3 82 29 85 6.5 9 3 -
§,’- M 12 x 15 FH3 82 29 85 6.5 9 3 =
|w]
238 M 12 x 175 | FH4 82 29 85 65 9 3 -
O=
82 M 14 x 15 FH3 88 30 10.5 8 11 3 -
= M 14 x 20 FH4 88 30 10.5 8 11 3 -
23 M 16 x 15 FH3 95 32 12,5 10 13 3 =
Sz M 16 x 20 | FH4 % 32 125 10 13 3 -
3

M 18 x 15 FH4 100 37 14 11 14 3 -
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Spiral Fluted Taps
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Units: mm

(L) ()] (d) (K) (K1) (F)
M 18 x 25  FH4 100 37 14 11 14 3 -
M 20 x 15 | FH4 105 37 15 12 15 3 -
M 20 x 25 | FH4 105 37 15 12 15 3 -
M 24 x 30 | FH4 120 45 19 15 18 3 -
W 18 - 40 [ 46 11 4 32 6 3 -
W 532 - 32 [ 52 13 5 4 7 3 -
W 316 - 24 [ 60 16 55 45 7 3 -
W 14 - 20 [ 62 19 6 45 7 3 -
W 516 - 18 [ 70 22 6.1 5 8 3 -
W 38 - 16 [ 75 24 7 55 8 3 -
W 716 - 14 [ 80 25 8 6 9 3 -
W12 - 12 [ 85 29 9 7 10 3 -
W 916 - 12 [ 90 30 10.5 8 11 3 -
W 58 - 11 [ 95 32 12 9 12 3 -
W 34 - 10 I 105 37 14 11 14 3 -
W 78 -9 I 115 38 17 13 16 3 -
W 1" -8 [ 125 45 20 18 18 3 -
UNC 2 56 [ 42 95 3 25 5 2 -
UNC 4 40 [ 44 95 3 25 5 2 -
UNC 6 32 [ 48 13 4 3.2 6 3 -
UNC 8 32 I 52 13 5 4 7 3 -
UNC 10 - 24 [ 60 16 55 45 7 3 -
UNC 12 - 24 [ 60 16 55 45 7 3 -
UNC 1/4 - 20 [ 62 19 6 45 7 3 -
UNC 516 - 18 I 70 22 6.1 5 8 3 -
UNC 318 - 16 I 75 24 7 55 8 3 -
UNC 7/16 - 14 I 80 25 8 6 9 3 -
UNC 12 - 13 I 85 29 9 7 10 3 -
UNF 8 36 I 52 13 5 4 7 3 -
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Mi taro xoén M
M Series Spiral Fluted Taps

.— @

* Phu hop dé gia cong 16 kin sau trén thép carbon va thép hop kim, gitp loai bé phoi muwot ma.

=
o oD od
: e [ ]
| K1 &
= L
“8
> Units: mm
(d)
00
g%é M 2 x 04 FH1X 40 8 3 2.5 4.3 -
38 M 25 x 045 FH1X 44 95 3 25 43 -
M 26 x 045 FH1X 44 9.5 3 25 43 -
@ M 3 x 05 FH2X 46 4 32 6 s
me M 4 x 07 FH3 52 5 4 7 -
g?é? M 5 x 08 FH3 60 8 55 45 7 -
s M 6 x 1.0 FH3 62 10 6 45 7 -
M 7 x 10 FH3 65 10 6.2 5 8 -
2o M 8 x 10 FH3X 70 12 6.2 8 =
mo M 8 x 125 FH3X 70 12 6.2 8 =
38 M 10 x 1.25 FH3X 75 15 7 55 8 -
M 10 x 15 FH3X 75 15 7 55 8 -
M 12 x 125 FH4 82 17 8.5 6.5 9 -
53 M 12 x 15 FH4 82 17 85 65 9 -
3 M 12 x 175 FH4 82 17 8.5 65 9 -
M 14 x 15 FH4 88 20 10.5 8 10.8 -
o M 14 x 20 FH4 88 20 10.5 8 10.8 -
3o M 16 x 15 FH4 95 20 125 10 12.8 -
25 M 16 x 2.0 FH4 95 20 125 10 12.8 -
g2 M 18 x 15 FH4 100 25 14 1 13.8 -
@ M 18 x 25 FH4X 100 25 14 11 13.8 -
N M 20 x 15 FH4 105 25 15 12 14.8 -
g7 M 20 x 25 FH4X 105 25 15 12 14.8 -
= M 22 x 15 FH4 115 25 17 13 15.8 -
M 22 x 25 FH4X 115 25 17 13 15.8 -
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Mi taro xoén M
M Series Spiral Fluted Taps

Units: mm

N T AT // reT

(L) n (d) (K) (K1)

M 24 x 15 FH4 120 30 19 15 17.8 -

M 24 x 30 FH4X 120 30 19 15 17.8 - z
M 30 x 35 FH4X 135 35 23 17 20 - g5
W 316 - 24 Js i 60 11 55 45 - °
W14 - 20 Js i 60 13 6 45 -

W 516 - 18 JSI 68 14 6.1 5 - _
W 38 - 16 JS I 75 16 7 5.5 - ==
w12 - 12 | Jsli 85 20 9 7 10 E 78
W 58 - 11 Js i 95 23 12 9 11.8 -

W 34 - 10 Jsi 105 25 14 11 13.8 - -
W 7/8 - Js i 115 28 17 13 15.8 - Do
w1 - JS 125 3 20 16 18 - §§
UNC 2 - 56 Js i 42 11 3 25 43 - o
UNC 4 - 40 JS i 44 11 3 25 43 -

UNC 6 - 32 JsI 48 8 4 3.2 6 - e
UNC 8 - 32 JS i 52 8 5 4 7 — %{%
UNC 10 - 24 Js i 60 11 55 45 7 - E
UNC 3/16 - 24 Js i 60 11 55 45 7 - a
UNC 1/4 - 20 JS i 60 13 6 45 7 - .
UNC 5/16 - 18 JS i 70 14 6.1 5 8 - 58
UNC 38 - 16 Js i 75 16 7 55 8 - 22
UNC 12 - 13 JS i 88 20 9 7 10 - 3=
UNC 58 - 11 Js i 95 23 12 9 11.8 -

UNC 3/4 - 10 Js i 105 25 14 11 13.8 - 5
UNC 7/8 - JS i 115 28 17 13 15.8 - ‘g%;
UNC 1" - JS i 125 32 20 15 18 — 53
UNF 10 - 32 Js i 60 11 55 45 7 -

UNF 316 - 32 JS i 60 7 55 45 7 - o
UNF 1/4 - 28 Js i 60 13 6 45 7 - 27
UNF 516 - 24 JS i 70 14 6.1 5 8 - o
UNF 3/8 - 24 JIS i 75 16 7 55 8 - 2=
UNF 12 - 20 JS i 83 20 9 7 10 - =
UNF 58 - 18 JS i 95 23 12 9 11.8 - .
UNF 34 - 16 JS| 10 25 14 1 13.8 - 52
UNF 7/8 - 14 Js i 115 28 17 13 15.8 - =3
UNF 1" - 12 JSI 125 32 20 15 18 -

co16



»rrTr \\ Miii Taro Taps

il

Mi taro thdng M
M Series Spiral Pointed Taps

.— @

* Phl hop dé gia cong 16 kin sau trén thép carbon va thép hop kim, ddng thdi dé dang loai bé phoi.

<
Sg
38 @D 2d
| | )
| K1 ¥
L
<
=
9%
°g
> Units: mm
(d)
25
g3 M 2 x 04 FH2 40 9.5 3 25 43 -
|w]
83 M 25 x 045 FH2 44 9.5 3 25 43 -
M 2.6 x 045 FH2 44 95 3 25 43 -
@ M 3 x 05 FH2 46 11 4 3.2 5 -
ﬁg M 4 x 07 FH2 52 13 5 4 6 -
o M 5 x 08 FH2 60 16 55 45 6 -
Q
5" M 6 x 1.0 FH2 62 19 6 45 6 -
M 7 x 1.0 FH2 65 19 6.2 5 7 -
%U M 8 x 10 FH3 70 22 6.2 5 8 -
Q
3 M 8 x 125 FH3 70 22 6.2 5 8 =
%&’ M 10 x 125 FH3 75 24 7 55 8 -
M 10 x 15 FH3 75 24 7 55 8 -
M 12 x 125 FH3 82 29 8.5 6.5 9 -
lw)
ég M 12 x 15 FH3 82 29 8.5 6.5 9 -
3 M 12 x 175 FH4 82 29 8.5 65 9 -
M 14 x 15 FH3 88 30 105 8 10.8 -
o M 14 x 20 FH4 88 30 105 8 10.8 -
Q
30 M 16 x 15 FH3 95 32 12,5 10 12.8 -
30
S M 16 x 2.0 FH4 95 32 12,5 10 12.8 -
gﬁ’ M 18 x 15 FH4 100 37 14 11 13.8 -
- M 18 x 25 FH4 100 37 14 11 13.8 -
. M 20 x 15 FH4 105 37 15 12 14.8 -
g7 M 20 x 25 FH4 105 37 15 12 14.8 -
2§ M 22 x 15 FH4 115 38 17 13 15.8 -
M 22 x 25 FH4 115 38 17 13 15.8 -
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Mi taro thdng M
M Series Spiral Pointed Taps

Units: mm

(L) (N (d) (K) (K1)
M 24 x 15 FH4 120 45 19 15 17.8 -
M 24 x 3.0 FH4 120 45 19 15 17.8 -
W 316 - 24 JISI 60 16 5.5 4.5 7 -
W 1/4 - 20 JIS I 62 19 6 45 7 -
W 516 - 18 JISI 70 22 6.1 5 8 -
W 38 - 16 JIS I 75 24 6 55 8 -
w12 - 12 JISI 85 29 9 7 10 -
W 58 - 11 JIS I 95 32 12 9 11.8 -
W 34 - 10 JISI 105 37 14 11 13.8 -
W 78 - JIS I 115 38 17 13 15.8 -
w1 - JISHI 125 45 20 15 18 -
UNC 2 - 56 JIS I 42 9.5 3 25 4.8 -
UNC 4 - 40 JISI 44 9.5 3 25 4.8 -
UNC 6 - 32 JIS I 48 13 4 3.2 6 -
UNC 8 - 32 JISHI 52 13 5 4 7 -
UNC 10 - 24 JIS I 60 16 5.5 45 7 -
UNC 3/16 - 24 JISI 60 16 5.5 4.5 7 -
UNC 1/4 - 20 JIS I 62 19 6 4.5 7 -
UNC 5/16 - 18 JIS 70 22 6.1 5 8 -
UNC 3/8 - 16 JIS I 75 24 7 5.5 8 =
UNC 12 - 13 JISI 85 29 9 7 10 -
UNC 58 - 11 JIS I 95 32 12 9 11.8 -
UNC 3/4 - 10 JIS 105 37 14 11 13.8 -
UNC 7/8 - 9 JIS I 115 38 17 13 15.8 -
UNC 1" - 8 JISI 125 45 20 15 18 -
UNF 10 - 32 JISi 60 16 5.5 4.5 7 -
UNF 3/16 - 32 JIS 60 16 5.5 45 7 -
UNF 1/4 - 28 JIS I 62 19 6 4.5 7 -
UNF 5/16 - 24 JISI 70 22 6.1 5 8 =
UNF 3/8 - 24 JIS I 75 24 7 5.5 8 -
UNF 12 - 20 JISI 85 29 9 7 10 -
UNF 58 - 18 JIS I 95 32 12 9 11.8 -
UNF 3/4 - 16 JISI 105 37 14 11 13.8 -
UNF 7/8 - 14 JIS I 115 38 17 13 15.8 -
UNF 1" - 12 JISI 125 45 20 15 18 -

N T AT // reT
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M(ii taro xoan chuyén dung cho hop kim titan
Spiral Fluted Taps for Titanium Alloys

=

* Phu hop dé gia cong titan, hop kim titan va cac vat liéu co tinh chét twong tu.
* Ciing thich hop d& gia cong 16 kin trén cac vat liéu cé dd dan nhiét thap.

L2

gy ML Jos

d G = T

I ' K1
L

UE Units: mm
I X

5 (L) (1 (d) (K) (K1)
— M 2 x 04 FH2 40 95 3 25 48 -
o M 3 x 05 FH3 46 11 4 3.2 6 -
gg M 4 x 07 FH3 52 13 5 4 7 -
2 g M 5 x 08 FH3 60 16 55 45 7 -

M 6 x 1.0 FH3 62 19 6 45 7 -

- M 8 x 125 FH3 70 22 6.2 5 8 -
So M 10 x 15 FH3 75 24 7 55 8 -
5o M 12 x 175 FH4 82 29 85 6.5 9 -
o3

58

@ O : Excellent O:Good
wn

[ w)

o8

me 25 ~ 45HRC

o3

8< () () @) @)

55

Lo

53

9

Q

25

o2

52

E

>

g5

Cco19
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Mii taro xoan chuyén dung cho hop kim niken

Spiral Fluted Taps for Nickel Base Alloys

=

* Phu hop dé gia cong 16 kin trén hop kim niken, hop kim niken crém s&t 718 va hop kim chju nhiét.

= | @d
——H } =
l ' K1 %
L
Units: mm
(L) (1 (d) (K) (K1)

M 2 x 04 FH2 40 95 3 2.5 4.8 -
M 3 x 05 FH3 46 11 4 3.2 6 -
M 4 x 07 FH3 52 13 45 4 7 -
M 5 x 08 FH3 60 16 515 45 7 -
M 6 x 10 FH3 62 19 6 45 7 -
M 8 x 125 FH3 70 22 6.2 5 8 -
M 10 x 125 FH4 75 24 5.5 8 -
M 10 x 15 FH3 75 24 55 8 -
M 12 x 125 FH4 82 29 8.5 6.5 9 -
M 12 x 15 FH3 82 29 8.5 6.5 9 -
M 12 x 175 FH3 82 29 8.5 6.5 9 -
M 14 x 15 FH4 88 30 10.5 8 11 -
M 14 x 20 FH4 88 30 10.5 8 11 -
M 16 x 15 FH4 95 32 12.5 10 13 -
M 16 x 20 FH4 95 32 12.5 10 13 -
M 18 x 15 FH4 100 37 14 11 14 -
M 18 x 25 FH4 100 37 14 11 14 -
M 20 x 15 FH4 105 37 15 12 15 -
M 20 x 25 FH4 105 37 15 12 15 -
M 22 x 15 FH4 115 38 17 13 16 -
M 22 x 25 FH4 115 38 17 13 16 -
M 24 x 15 FH4 120 45 19 15 18 -
M 24 x 3.0 FH4 120 45 19 15 18 -

25 ~ 45HRC

O : Excellent O:Good

(©)
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SUS-SFT-AL-SFT
SUS-POT-AL-POT E

Mui taro ( INOX & AL )
Spiral Fluted Taps & Spiral Pointed Taps for SUS-AL

.— @

* Phu hop dé gia cong 16 mu trén thép khong gi, thép crém, thép crom-molypden va cac vat liéu déo khac.

=
5 &
2
== IS —
SUS-SFT AL-SFT
. U e =
OS | R e
> ? SUS-POT AL-POT
Q
| Units: mm/VND
g5 SUS-SFT SUS-POT AL-SFT AL-POT
3
28 M 2 x 04 _ _ - -
M 25 x 045 - — _ _
@ M 3 x 05 - - _ -
ﬁg’ M 4 x 07 = - - -
o M 5 x 08 - - _ -
O<
3 M 6 x 1.0 = - - —
M 8 x 125 - — _ _
wn
S5 M 10 x 1.5 - - _ _
mo
22 M 12 x 15 - - - -
o2
o M 12 x 175 - - _ _
M 14 x 20 - - - -
. M 16 x 2.0 - - _ -
283)
25 M 20 x 25 - - _ -
o3
®< UNC 4 - 40 - - _ _
UNC 6 - 32 - _ _ _
9
5 UNC 8 - 32 - _ _ _
[
3% UNC 10 - 24 - - - -
O=
52 UNF 10 - 32 - _ _ _
é W 316 - 24 - - _ _
W 14 - 20 - _ _ _
Zy
33 W 5/16 - 18 - - _ _
2§ W 38 - 16 = = = -
W 12 - 12 - _ _ _

Cco021
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OVER.PO

M(ii taro xoan tang kich thwéc +0.03, +0.05, +0.1
Oversize Spiral Fluted Taps & Spiral Pointed Taps

.—

* Phu hop dé gia cong 16 thong trén thép cacbon, thép hop kim va cé kha ndng thoat phoi tét.

=
8
o
OVER-SP OVER-PO
Units : mm/VND §
+0.03 +0.05 +0.1 +0.03 +0.05 +0.1 53
M 2 x 04 - - — _ _ _
M 3 x 05 - = - - - -
M 4 x 07 - - - - - - 28
M 5 x 08 - = = - - - §§
M 6 x 1.0 - - - - - -
M 8 x 125 - - - _ _ _
- 2
M 10 x 125 - - - _ _ &o
M 10 x 15 - - - _ _ - mg
o3
M 12 x 15 - - - - - - 52
M 12 x 175 - - - - - - 3
M 14 x 15 - - - _ _ _
wn
M 14 x 20 - - - _ _ - co
mo
M 16 x 15 - - - _ _ _ 33
2L
M 16 x 20 - - - _ _ - 2
UNF 10 - 32 - - - _ _ _
UNF 1/4 - 28 - - - _ _ — i
Im
UNF 5/16 - 24 - - - - _ - ]
o3
UNF 3/8 - 24 - = - - - - 2
UNF 12 - 20 - - - _ _ _
UNC 2 - 56 - - - _ _ - o
UNC 4 - 40 - - - _ _ _ 2D
g_o
UNC 6 - 32 - = = — - - ol
g2
UNC 8 - 32 - - - - - - =
«Q
UNC 10 - 24 - - - _ _ _
UNC 1/4 - 20 - - - _ _ _ .
-
UNC 5/16 - 18 - - - _ _ - %E
UNC 3/8 - 16 - - - _ _ - 25
UNC 1/2 - 13 - - - _ _ _
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HSS-PM Mui taro nén

Fluteless Taps

=

* Phl hop dé khai thac nhém, magié, kém, Cooper ciing nhw hop kim kim loai mau.

* C6 kha néng khai thac hiéu qua, tudi tho cao, tdc d6 cao.

sde|

=
c
)
5
o

-_— | T
U —— - . -
P type B type
E Units: mm
Sz
(2}
5 PM-FT(VND) | PM-FT-G(TiN) | PM-FT(VND) | PM-FT-G(TiN)
— M 1 x 025 | F4 - - _ _
. M 1 x 025 | F5 - - - -
58 M 12 x 025 | F4 - - _ _
2 & M 12 x 025 | F5 - - - -
M 14 x 03 F4 - — _ _
- M 14 x 03 F5 - - _ _
So M 16 x 035 | F4 - — _ _
%“g’j M 16 x 035 | F5 - - _ .
S5 M 17 x 035 | F3 - - _ _
a M 17 x 035 F4 - - _ _
M 2 x 04 F3 - - _ _
2o M 2 x 04 F4 = - - -
Mo M 2 x 04 | F5 - - _ _
i)
32 M 23 x 04 F5 - - - -
© M 25 x 045 | F4 - _ _ _
M 25 x 045 | F5 - - _ _
-9 M 25 x 045 | F6 - - _ _
wn
g% M 26 x 045 | F5 - - _ _
%8 M 26 x 045 | F6 - - - -
M 3 x 05 F5 - = - -
o M 3 x 05 F6 - - _ _
%g M 3 x 05 F7 - = - -
%% M 35 x 06 F5 - - - _
52 M 4 x 07 | F6 - - - -
a M 4 x 07 F7 - — _ _
M 4 x 07 F8 - - _ _
zo M 5 x 08 F6 - - _ _
8< M 5 x 08 | F7 - - _ Z
g6 M 6 x 1.0 F7 - _ _ _
M 6 x 1.0 F8 - - _ _
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HSS-PM Maui taro nén

Fluteless Taps

Units: mm
PM-FT(VND) | PM-FT-G(TiN) | PM-FT(VND) | PM-FT-G(TiN)
M 8 x 125 | F8 - - -
M 10 x 125 | F8 - - - =
M 10 x 1.5 | F8 - - - 3 5
M 12 x 175 | F8 — ~ - S
UNF 0 - 80 F4 - - -
UNF 1 - 72 F4 = = -
UNF 10 - 32 F6 - - - Dg
UNF 1/4 - 28 F6 - - - =3
UNF 516 - 24 F8 - - - g
UNF 38 - 24 F8 - - -
UNC 1 - 64 F4 - - -
UNC 2 - 56 F4 = - - DO
UNC 4 - 40 F5 - - - §§,
UNC 4 - 40 F6 = = - @8
UNC 5 - 40 F5 - - -
UNC 6 - 32 F5 - - - ®
UNC 6 - 32 F6 - - - efe
UNC 8 - 32 | F6 - - - o
UNC 10 - 24 F7 - - - 52
UNC 12 - 24 | F7 - - - a
UNC 1/4 - 20 F8 - - - .
UNC 5/16 - 18 F8 = = - co
UNC 3/8 - 16 | F8 - - - S
VUi long yéu cAu thém kich thuéc gé’
PM-LRT
0O
PM-LRT-G
OD'
HSS-PM Mii taro nén can dai <
Long Shank Fluteless Taps o
*Khong c6 phoi va c6 bé mét gia cong tét. Units: § o
g_o
o3
- P/Btype |TiN coating - P/Btype |TiN coating g.%
«Q

M 2 x04 x80 - - M 5x0.8x100 - -
M 2.5x0.45x 80 - - M 6x1.0x100 - -
M 2.6x0.45x 80 - - UNC 4-40 %80 - -
M 3 x0.5 x100 - = UNC 4- 40 x 100 - =
M 4 x0.7 x100 - - UNC 6- 32 x 100 - -

xipuaddy
on| nyd
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1)

Mdi taro dai can chuyén dung cho hop kim magie
Long Shank Machine Taps for Magnesium Alloys

*Phu hop cho hop kim magié.

N s = )

@D ad

sde|

=
c
)
5
o

Miii taro thang Units: mm

(L) ()] (d) (K) (K1) (N)
2 x 04 FH2 55 15 25 5
25 x 045 FH2 55 16 25 5
26 x 045 FH2 60 16 25 5
3 x 05 FH2 70 18 3.2 6
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HSS-PM Mii taro thang (~50HRC)
Straight Fluted Taps for Hardened Steels (~50HRC)

x|

* ¢6 thé gia cong thép 1am khudn c6 d6 ciing cao HRC32~HRC50.

* chéng mai mon, hiéu suét cat tuyét voi, tudi tho gia cong dai.

e 2

=
\ 2d o &
H—F—F—= ¢ e
/ \ N o
e
- ! » »E‘l }{:
L
Units: mm =
=4
=3
(L) (1 (d) (K) (K1) @3
M 3 x 05 FH3 46 11 4 32 6 -
M 4 x 07 FH3 52 13 5 4 7 -
M 5 x 08 FH3 60 16 55 45 7 - g5
M 6 x 1.0 FH3 62 19 6 45 7 - g2
M 8 x 1.0 FH3 70 22 6.2 5 8 -
M 8 x 125 FH3 70 22 6.2 5 8 - 0
C
M 10 x 1.0 FH3 75 24 7 5.5 8 - ﬁg
M 10 x 125 FH3 75 24 7 55 8 - 02
QO
M 10 x 15 FH3 75 24 7 55 8 - 5
M 12 x 125 FH4 82 29 85 6.5 9 -
wn
M 12 x 15 FH3 82 29 85 6.5 9 - S9
mo
M 12 x 175 FH3 82 29 85 6.5 9 - 2
P
(@)
58
o
®&
&)
Q
¥
52
z
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HSS-PM Miii taro ren éng (~50HRC)
Taper Pipe Taps for Hardened Steels (~50HRC)

*Co ;hé gia cong thép lam khudn c6 do cing cao HRC32~HRCS0
* Chong mai mon, hiéu suat cat tuyét voi, tudi tho gia cong dai

2d

= — L3
-g& e L - qt{@

° ? ’ I \“\\

I y » K1 - ‘\ﬁ
L

E Units: mm
=z

2 (d)

S— PT 1/8 - 28 Jsi 59 19 8 6 9 -
. PT 1/4 - 19 Jsii 67 28 11 9 12 -
89 PT 358 - 19 Jsi 75 28 14 11 14 -
[0}

@ 8 PT 1/2 - 14 Jsii 87 35 18 14 17 -
PT 34 - 14 Jsi 96 35 23 17 20 -
%) . =
So PT 1" - 11 Jsi 109 45 26 21 24
Mo
pslel
o3
52 : "
H Recommended Cutting Condition
(72}
co
T
B (35 ~ 45HRC) (45 ~ 50HRC)
o3
8~<
(RPM) (RPM)
M 3 x 05 318 ~ 531 212 ~ 424
o
é% M 4 x 07 239 ~ 398 159 ~ 318
oY
S3 M 5 x 08 191 ~ 318 127 ~ 255
M 6 x 1.0 159 ~ 265 106 ~ 212
g M 8 x 1.0 119 ~ 199 80 ~ 159
30
S8 M 8 x 125 119 ~ 199 80 ~ 159
o
] M 10 x 1.0 95 ~ 159 64 ~ 127
a M 10 x 1.25 95 ~ 159 64 ~ 127
M 10 x 15 95 ~ 159 64 ~ 127
ﬁfg M 12 x 1.25 80 ~ 133 53 ~ 106
= M 12 x 15 80 ~ 133 53 ~ 106
M 12 x 175 80 ~ 133 53 ~ 106
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Carbide Miii taro thang (~60HRC)
Solid Carbide Taps for Hardened Steels (~60HRC)

*Co }hé gia cong thép lam khudn c6 do ciing cao HRC50~HRCE0
* Chong mai mon, hiéu suat cat tuyét voi, tui tho gia cong dai

Size Added

¢d

. Q.

| K1

L.
Units: mm

(L) U] (d) (K) (K1)
M 3 0.5 FH3 46 11 4 3.2 6 -
M 4 0.7 FH3 52 13 5 4 7 -
M 5 0.8 FH3 60 16 5.5 4.5 7 -
M 6 1.0 FH3 62 19 6 4.5 7 -
M 8 1.25 FH3 70 22 6.2 5 8 -
M 10 1.5 FH3 75 24 7 5.5 8 -
M 12 1.75 FH3 85 29 8.5 6.5 9 -
M 14 2.0 FH4 88 30 10.5 8 10.8 =
M 16 2.0 FH4 95 32 12.5 10 12.8 -

Recommended Cutting Condition

M X 05 106 ~ 318 M 8 X 125 40 ~ 119
M X 0.7 80 ~ 239 M 10 X 15 32 ~ 9%
M X 08 64 ~ 191 M 12 X 1.75 27 ~ 80
M X 1.0 53 ~ 159

Co028
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M¢ai taro can dai

Long Shank Machine Taps

BB

* Mi taro may loai can dai da dung.
* C6 thé chon loai c6 I&p phti hodic khdng ¢6 16p ph.

sde|

=
c
)
=
o

—
LHT
Xafexe——

LSFT
g —
| it
53 LPOT
Units: mm/pcs.

2S M 3x05 x100 - - -
go
2 g M 3x05 x120 - _ _

M 35x0.6 x 100 - _ -
@ M 4 x0.7 x100 - = -
TOoO
mg M 4 x07 x120 - - -
O'U
83 M 4 x07 x150 - _ _
c M 5 x08 x100 - - -
%) M 5x08 x120 - - =
S5
mo M 5x08 x150 - _ _
3
%2 M 6x10 x 100 - _ -

M 6x1.0 x120 - _ -
29 M 6x1.0 x 150 - _ _
25 M 8 x1.25x 100 - _ _
o3
< M 8 x1.25x 120 - _ -
S M 8 x1.25x 150 - _ _
Q
§§= M 10 1.25x 100 - _ _
o3 M 10x 1.25x 120 - _ _
52
= M 10x1.25x 150 - _ _
«Q

M 10x15 x 100 - _ -
g M 10x15 x120 - _ -
O™
§§ M 10x15 x 150 - - -

M 12x1.25x 100 - _ _
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Mdai taro can dai

Long Shank Machine Taps

Units: mm/pcs.

12x 1.25x 120

12 x 1.25x 150

12x 1.5 x 100

12x 1.5 x 120

12x 1.5 x 150

12 x 1.75x 100

12x1.75x 120

12 x 1.75x 150

14x 15 x 100

14x15 x 120

14x 15 x 150

14x2.0 x 100

14x2.0 x 120

14x2.0 x 150

16x 1.5 x 120

16x 1.5 x 150

16x 1.5 x 200

16x2.0 x 120

16x 2.0 x 150

16x 2.0 x 200

18x 1.5 x 150

18x 1.5 x 200

18x 2.5 x 150

18x 2.5 x 200

20x 1.5 x 150

20x 1.5 x 200

20x 2.5 x 150

20x 2.5 x 200

22x1.5 x 150

22x15 x 200

22x25 x 150

sl sssgslgsggsslsslgsgslgsgslgsls s sl

22x25 x 200
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M¢i taro can dai

Long Shank Machine Taps Unis: mmvpcs.
M 24 x15x 150 - - -
M 24 x1.5x 200 = - -
=
g; M 24 x3.0x 150 - - -
S M 24 x3.0x 200 - - -
W 1/8 -40 x 100 - _ -
= W 5/32 - 32 x 100 - _ -
=
Ex W 5/32 - 32 x 120 - - -
» o
5 W 5/32 - 32 x 150 - - -
— W 3/16 - 24 x 100 - - -
o W 3/16 - 24 x 120 - _ -
§§, W 3/16 - 24 x 150 - - -
® o
@0 W 1/4 -20 x 100 - - -
W 1/4 -20 x 120 - _ _
wn
So W 1/4 -20 x 150 - - -
3
oD W 5/16 - 18 x 100 - _ -
52 -
5 W 5/16 - 18 x 120 = =
W 5/16 - 18 x 150 - - -
r%n’g, W 38 - 16 x 100 _ _ -
XD W 3/8 - 16 x 120 - - _
Ip
A<
@ W 3/8 - 16 x 150 - - -
W 12 =12 x 100 - - -
s W 1/2 - 12 x 120 - - -
Eﬁo
o3 W 12 -12 x 150 - _ _
52
W 58 -11x 120 - _ -
o W 58 -11 x 150 - _ -
Q
3% W 5/8 - 11 x 200 - _ -
3% §
§§ W 3/4 -10 x 150 _ _
3 W 3/4 -10 x 200 - _ _
W 7/8 -9 x 150 - - -
g W 7/8 -9 x 200 - _ -
O™
2§ W 1" -8 x 150 - - -
W 1" -8 x 200 - _ _
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Mdai taro tay

Hand Taps

* Mi taro tiéu chuén dung cho nhiéu ‘muc dich khac nhau.
* Thich hop d& gia cong 16 théng va 16 kin.

Mii Taro Taps

/i

rorcr

2D 2d =
; 5 &
“-““““““.EEE- AI;__ % Jr 8 g‘—)|
o
| K1 -
L
Units : mm/VND
=
UE!
- 5P - Plug#2 3pcs/set - 5P - Plug#2 3pcs/set %?
Q
M 2 x0.4 UNF 7/16 - 20 >
M 2.5 x 0.45 UNF 1/2 - 20 - I
M 3 x0.5 UNF 9/16 - 18 -
00
M 4 x0.7 UNF 5/8 - 18 - &g
3o
M 5 x0.8 UNF 3/4 - 16 - e s
M 6 x1.0 UNF 7/8 - 14 -
M 8 x1.25 UNF 1" - 12 - 0
M 10 x 1.0 UNC 2 -56 - So
m o
M 10 x 1.25 UNC 4 - 40 - X o
ol
M 10 x 1.5 UNC 6 - 32 - 82
M 12 x 1.25 UNC 8 -32 - a
M 12 x 1.5 UNC 10 - 24 - .
M 12 x 1.75 UNC 12 - 24 - g
o
M 14 x 1.5 UNC 1/4 - 20 - %;
2
M 14 x2.0 UNC 5/16 - 18 - gﬁ
M 16 x 1.5 UNC 3/8 - 16 -
M 16 x 2.0 UNC 1/2 - 13 -
M 18 x 1.5 W 1/8 - 40 - %35
M 18 x 2.5 W 5/32 - 32 - of
oo
M 20 x 1.5 W 3/16 - 24 = =
M 20 x 2.5 W 1/4 - 20 - S
M 22 x1.5 W 5/16 - 18 - go
M 22 x2.5 W 3/8 - 16 - 25
e
M 24 x1.5 W 7/16 - 14 - gg
M 24 x3.0 Weo1/2 - 12 - H
UNF 8 -36 W 9/16 - 12 -
UNF 10 - 32 W 5/8 - 11 - >
53
UNF 1/4 - 28 W 3/4 -10 - 82
UNF 5/16 - 24 Wo7/8 -9 - g5
UNF 3/8 - 24 Wo1" -8 -
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PIPE TAPS i

M(ii taro ren éng

Pipe Taps
]
*PS/PF/PT/NPS/NPT
* Chl dé thdng, ch d& xoén éc déu c6 san.
=
S 2
gg
o
nhay rang xoan
=
o&
52
g
1116 - 28 - - - - - - -
00
883 1/8 - 28 - - - - - - -
3 g
@ o 1/4 -19 - - - - - - -
3/8 - 19 - - - - - - -
2
ms 12 -14 - - - - - - -
55
&3 3/4 - 14 - - - - - - -
o<
=}
© 1" =11 - - - - - - -
(72}
Co
T
mo
]
22
o
Price: VND
55
(2}
93
o
o 116 - 27 - - - - - -
QO
§§ 118 -27 - - - - - -
o
o
o3 14 -18 - - - - - -
g_.*<
3 38 - 18 - - - - - -
12 - 14 - - - - - -
gD
o<
= 4 - 14 - - - - - -
;%'5 3/
1" =111/ - - - - - -
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{59 =
= =% (CATA) D030

MUi khoan Carbide =

Super Power Solid Carbide Micro Drills

EUGEEBE

* Phu hop voi I&p pha dac bizét trén sao, thich hop cho thép, nhua, AL va khéng gi.

* D06 chinh xac cao va toi thieu kich thudc tir 0,1mm. Kich thwdc 1/100 cé san.

* Thiét k& geomery doc dao dé tang cudng diém trung tam va gidm lwc can.
_* DI: o°

2
L
Units: mm

(D) @ | @ | O (D) @ | @ | O
0.1 1.2 3 38 041 ~ 049 4 3 38 -
0.11 1.32 3 38 0.5 4 3 38 -
0.12 1.44 3 38 051 ~ 059 4 3 38 -
0.13 1.56 3 38 0.6 5 3 38 -
0.14 1.68 3 38 0.61 ~ 0.69 5 3 38 -
0.15 1.8 3 38 0.7 5 3 38 -
0.16 1.92 3 38 0.71 ~ 0.79 5 3 38 -
0.17 2.04 3 38 0.8 5 3 38 -
0.18 2.16 3 38 0.81 ~ 0.89 5 3 38 -
0.19 2.28 3 38 0.9 5 3 38 -
0.2 2.4 3 38 091 ~ 0.99 5 3 38 -
0.21 2.52 3 38 1.0 6 3 38 -
0.22 2.64 3 38 1.01 ~ 1.09 6 3 38 -
0.23 2.76 3 38 1.1 6 3 38 -
0.24 2.88 3 38 111 ~ 119 6 3 38 -
0.25 3 3 38 1.2 6 3 38 -
0.26 3.12 3 38 121 ~ 1.29 8 3 38 -
0.27 3.24 3 38 1.3 8 3 38 -
0.28 3.36 3 38 131 ~ 1.39 8 3 38 -
0.29 3.48 3 38 1.4 8 3 38 -
0.3 3.6 3 38 141 ~ 149 8 3 38 -
0.31 3.72 3 38 1.5 8 3 38 -
0.32 3.84 3 38 151 ~ 159 8 3 38 -
0.33 3.96 3 38 1.6 8 3 38 -
0.34 4.08 3 38 161 ~ 1.69 8 3 38 -
0.35 4.2 3 38 1.7 8 3 38 -
0.36 4.32 3 38 171 ~ 1.79 8 3 38 -
0.37 4.44 3 38 1.8 8 3 38 -
0.38 4.56 3 38 181 ~ 1.89 8 3 38 -
0.39 4.68 3 38 1.9 8 3 38 -
0.4 4 3 38 191 ~ 1.99 8 3 38 -
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Mui khoan Carbide ey
Super Power Solid Carbide Dirills
R 70 AN =) (=
HUGEEHE
* Phu hop voi I6p phi déc biét trén sdo, thich hop cho thép, nhya, AL va khong gi.

* Do chinh xac cao va tdi thidu kich thwéc tir 0,9mm. Kich thuwéc 1/100 co sn.
* Thiét k& geomery doc dao dé tang cudng diém trung tam va gidm lwc can.

L5
E=
S
L ema———— |
o o
)
L
<
o =4
= Units: mm
4 3.01 ~ 3.09 4
00
88 201 ~209| 12 4 50 - 3.1 18 4 50 -
28 2.1 12 4 50 - 311~ 319 18 4 50 -
211 ~219| 12 4 50 - 3.2 18 4 50 -
@ 22 12 4 50 - 321 ~ 329 18 4 50 -
To
mg 221 ~ 229 12 4 50 - 3.3 18 4 50 -
°
°5 23 12 | 4 | 50 - 331 ~339| 18 | 4 | 50 -
3 231 ~ 239 12 4 50 - 3.4 18 4 50 -
, 24 12 4 50 - 341 ~ 349, 18 4 50 -
o5 | |241~249| 12 | 4 | 50 - 35 18 | 4 | 50 -
;;Q:? 25 12 | 4 | 50 - 351 ~ 359 20 | 4 | 50 -
<
© 251 ~ 259 15 4 50 - 3.6 20 4 50 -
26 15 4 50 - 361 ~ 369 20 4 50 -
55 261~ 269 15 4 50 - 37 20 4 50 -
(2}
Q3 2.7 15 4 50 - 371 ~ 379 20 4 50 -
oo
b 271 ~ 279 15 4 50 - 38 20 4 50 -
o 28 15 4 50 - 381 ~ 389 20 4 50 -
[
29 281 ~ 289 15 4 50 - 3.9 20 4 50 -
ao
o3 29 15 4 50 - 391 ~ 399 20 4 50 -
g‘ 291~ 299 15 4 50 - 4 20 4 50 -
3 15 4 50 -
>
32
£5
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Mai khoan Carbide (~70HRC)

Carbide Dirills for High Hardened Steels (~ 70HRC)

BUREES

* GOC x0an thaP dé t6i da héa do cirng ctia dung cu.
* Lam méng diem déac blet aé ca| th|en kha nang thoat ph0|

Unlts mm

FFFF-FFFF-
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6 3 6

1.1 6 3 4o = 4.7 28 6 68 =
12 6 3 40 - 48 32 6 72 -
13 8 3 40 = 49 32 6 72 =
14 8 3 40 - 5 32 6 72 - o8
15 8 3 40 - 5.1 32 6 72 - 39
16 10 3 40 - 52 32 6 72 - CR
17 10 3 40 - 53 32 6 72 -
18 10 3 40 - 54 35 6 75 — v
1.9 10 3 40 - 55 35 6 75 - ﬁ o

2 12 3 42 - 5.6 35 6 75 - 2
2.1 12 3 42 - 57 35 6 75 - 5B
22 13 3 43 - 58 35 6 75 - i
23 13 3 43 - 59 35 6 75 -
24 14 3 44 - 6 35 6 75 - »
25 14 3 4 - 6.5 40 8 80 - 55
2.6 14 3 44 - 6.8 45 8 85 - h
2.7 16 3 46 = 6.9 45 8 85 = §2
2.8 16 3 46 - 7 45 8 85 -
2.9 16 3 46 = 75 45 8 85 = —

3 16 3 46 - 8 50 8 98 - Lo
3.1 16 4 48 - 85 50 10 98 - ]
3.2 16 4 48 - 8.6 57 10 105 - o
33 18 4 48 - 8.8 57 10 105 - o=
3.4 20 4 50 - 9 57 10 105 -
35 20 4 50 - 9.5 57 10 105 - =l
3.6 20 4 50 - 10 63 10 111 - 29
3.7 20 4 50 - 10.2 63 12 111 — §)°§
3.8 22 4 52 - 10.3 63 12 111 - 03
3.9 22 4 52 - 105 63 12 111 - E

4 22 4 52 - 10.8 71 12 119 -
4.1 25 6 65 - 11 71 12 119 - .
4.2 25 6 65 - 115 71 12 119 - gD
4.3 28 6 68 - 12 71 12 119 - Sz
4.4 28 6 68 - 14 77 14 125 - x©
45 28 6 68 -




Forr \\ Mai Khoan Drills

Mdai khoan F1

F1 Premium Drills

B (0 N N\ =) (=]
30 SD

* Chéng mai mon vuwot troi nho str dung vat liéu luyén kim

bét cao cap. o
* Thiét ké mii dac biét, khong can lay tam trwdc khi khoan. a .
* Gidm do léch hwdng va nang cao dd chinh xac cla 16 S ) 8

) g * Tang tudi tho dao nh& I6p phd hiéu suat cao. ||_ ‘
|
= M $
= 8 d, = 1.4mm d,>1.4mm
Units: mm
o8 (d) L (D) () (d) L
: g 3 38 - 36 20 4 52 -
3 39 B 37 20 4 52 =
. 3 40 - 3.8 22 4 54 -
ﬁ o 3 40 — 3.9 22 4 54 -
§ 5 3 41 - 4 22 4 54 -
82 3 41 — 4.1 22 6 66 -
a 3 42 - 42 22 6 66 -
. 3 42 — 43 24 6 68 -
Sﬁ g 3 43 - 4.4 24 6 68 -
232 3 43 — 45 24 6 68 -
2z 2 12 3 44 - 46 24 6 68 -
] 2.1 12 3 44 = 47 24 6 68 —
2.2 13 3 45 - 48 26 6 70 -
5 g 23 13 3 45 - 49 26 6 70 -
o3 24 14 3 46 - 5 26 6 70 -
= 25 14 3 46 B 5.1 26 6 70 —
= 2.6 14 3 46 - 5.2 26 6 70 -
o 2.7 16 3 48 — 53 26 6 70 -
28 2.8 16 3 48 - 5.4 28 6 72 -
o8 20 | 16 | 3 | 4 - 55 | 28 | 6 | 72 -
s 3 16 3 48 - 5.6 28 6 72 -
3.1 18 4 50 = 5.7 28 6 72 -
P 3.2 18 4 50 - 5.8 28 6 72 -
BE 33 18 4 50 - 5.9 28 6 72 -
&6 3.4 20 4 52 - 6 28 6 72 -
35 20 4 52 = 6.1 31 8 75 —
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Mdai khoan F1

F1 Premium Drills

Units: mm

(D) (2) (d) (8] (D) (2) (d) (8]

6.2 31 8 75 9.7 43 10 93 -
6.3 31 8 75 9.8 43 10 93 -
6.4 31 8 75 9.9 43 10 93 -
6.5 31 8 75 10 43 10 93 -
6.6 31 8 75 10.1 43 12 100 -
6.7 31 8 75 10.2 43 12 100 -
6.8 34 8 78 10.3 43 12 100 -
6.9 34 8 78 10.4 43 12 100 -
7 34 8 78 10.5 43 12 100 -
7.1 34 8 78 10.6 43 12 100 -
7.2 34 8 78 10.7 47 12 104 -
7.3 34 8 78 10.8 47 12 104 -
7.4 34 8 78 10.9 47 12 104 -
7.5 34 8 78 11 47 12 104 -
7.6 37 8 81 11.1 47 12 104 -
7.7 37 8 81 11.2 47 12 104 -
7.8 37 8 81 11.3 47 12 104 -
7.9 37 8 81 11.4 47 12 104 -
8 37 8 81 11.5 47 12 104 -
8.1 37 10 87 11.6 47 12 104 -
8.2 37 10 87 1.7 47 12 104 -
8.3 37 10 87 11.8 47 12 104 -
8.4 37 10 87 11.9 51 12 108 -
8.5 37 10 87 12 51 12 108 -
8.6 40 10 90 12.1 51 12 108 -
8.7 40 10 90 12.2 51 12 108 -
8.8 40 10 90 12.3 51 12 108 -
8.9 40 10 90 12.4 51 12 108 -
9 40 10 90 12.5 51 12 108 -
9.1 40 10 90 12.6 51 12 108 -
9.2 40 10 90 12.7 51 12 108 -
9.3 40 10 90 12.8 51 12 108 -
9.4 40 10 90 12.9 51 12 108 -
9.5 40 10 90 13 51 12 108 -
9.6 43 10 93
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Muai khoan F1
= F1 Premium Dirills Unitss mm
(D) (9) (d) L) (D) (9) (d) L)

] 1.05 6 3 38 - 3.55 20 4 52 -
4B 1.15 7 3 39 s 3.65 20 4 52 =
£ 1.25 8 3 40 - 375 20 4 52 -

135 9 3 41 - 3.85 22 4 54 -
145 9 3 41 - 3.95 22 4 54 -
S § 1.55 10 3 42 - 4.05 22 6 66 -
=3 1.65 10 3 42 - 4.15 22 6 66 -
= 1.75 11 3 43 - 4.25 22 6 66 -
1.85 11 3 43 - 4.35 24 6 68 -
o9 1.95 12 3 44 = 445 24 6 68 =
D O
io 2.05 12 3 44 - 4.55 24 6 68 -
» O
2.15 13 3 45 - 4.65 24 6 68 -
; 2.25 13 3 45 - 4.75 24 6 68 -
ﬁ o 2.35 13 3 45 - 4.85 26 6 70 -
o3 245 | 14 3 46 - 495 | 26 6 70 -
22 255 14 3 46 - 505 | 26 6 70 -
- 2.65 14 3 46 - 5.15 26 6 70 -
@ 2.75 16 3 48 = 5.25 26 6 70 =
i % 2.85 16 3 48 - 5.35 28 6 72 -
22 2.95 16 3 48 - 5.45 28 6 72 -
| 305 18 4 50 - 5.55 28 6 72 -
o 3.15 18 4 50 - 5.65 28 6 72 -
2% 325 | 18 4 50 - 575 | 28 6 72 -
58 335 | 18 4 50 - 585 | 28 6 72 -
3.45 18 4 52 - 5.95 28 6 72 -
|w)
R
a o
S
>
g
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Muai khoan lwéi dai F1 o
F1 Premium Long Drills =£
* Chdng mai mon vuwot tri nho str dung vat liéu luyén kim .
*'tlgr?ité(t:ell(oécn?gi. d&c biét, khong can lay tam truéc khi khoan.
* Erilé;rgn(.ié léch huwéng va nang cao dé chinh xac cla 16 8[:%\ ) 3 » E
* Tang tudi tho dao nho 16p pha hiéu suét cao. ‘ 3 :Z:'
>| °
s :
°8
Units: mm =
(D) () (d) (L) (D) (0) (d) (L) o
2 24 3 56 44 47 6 89 - 3 “o;
2.1 24 3 56 45 47 6 89 - 8
2.2 25 3 56 46 47 6 89 -
2.3 25 3 56 47 47 6 89 = 2
2.4 30 3 61 48 52 6 94 - iy
25 30 3 61 49 52 6 94 — §§U
26 30 3 61 5 52 6 94 - a
2.7 33 3 64 5.1 52 6 94 - .
2.8 33 3 64 5.2 52 6 94 - o5
29 33 3 64 5.3 52 6 94 - 53
3 33 3 64 5.4 57 6 99 - G
3.1 36 4 68 55 57 6 99 — 7
3.2 36 4 68 5.6 57 6 99 - 35
3.3 36 4 68 5.7 57 6 99 - 53
34 39 4 71 5.8 57 6 99 - >2
35 39 4 71 59 57 6 99 - -
36 39 4 71 6 57 6 99 - So
3.7 39 4 71 6.1 63 8 107 — % 5
3.8 43 4 75 6.2 63 8 107 - 52
39 43 4 75 6.3 63 8 107 - 3
4 43 4 75 6.4 63 8 107 -
4.1 43 6 85 6.5 63 8 107 = %@E
42 43 6 85 6.6 63 8 107 - 2§
43 47 6 89 6.7 63 8 107 —
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] Mai khoan lwéi dai F1
= F1 Premium Long Drills Units: mm
er
o | @] @ | O - © | © | @] O -
- 6.8 69 8 113 - 10 87 10 137 -
B 6.9 69 8 113 - 10.1 87 12 144 -
£ 7 69 8 113 - 102 | 87 12 144 -
71 69 8 113 - 103 | 87 12 144 -
7.2 69 8 113 - 104 | 87 12 144 -
S g 73 69 8 113 - 105 | 87 12 144 -
72 74 69 8 113 - 106 | 87 12 144 -
. 75 69 8 113 - 107 | 94 12 151 -
76 75 8 119 - 108 | 94 12 151 -
78 7.7 75 8 119 - 109 | 94 12 151 -
: g 78 75 8 119 - 11 94 12 151 -
7.9 75 8 119 - 11.1 94 12 151 -
@ 8 75 8 119 - 112 | o4 12 151 -
iy 81 | 75 10 | 125 - 13 | o 12 | 151 -
gg” 8.2 75 10 125 - 114 | o4 12 151 -
3 8.3 75 10 125 - 115 | o4 12 151 -
. 8.4 75 10 125 - 116 | 94 12 151 -
55 85 75 10 125 - 117 | o4 12 151 -
Eg” 8.6 81 10 131 - 118 | o4 12 151 -
© 8.7 81 10 131 - 119 | 101 12 158 -
8.8 81 10 131 - 12 101 12 158 -
53 8.9 81 10 131 - 121 | 101 12 158 -
3 9 81 10 131 - 122 | 101 12 158 -
9.1 81 10 131 - 123 | 101 12 158 -
o 9.2 81 10 131 - 124 | 101 12 158 -
§§ 93 81 10 131 - 125 | 101 12 158 -
o8 9.4 81 10 131 - 126 | 101 12 158 -
a 95 81 10 131 - 127 | 101 12 158 -
96 87 10 137 - 128 | 101 12 158 -
:5 E 9.7 87 10 137 - 129 | 101 12 158 -
25 9.8 87 10 137 - 13 101 12 158 -
9.9 87 10 137 -
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Mii khoan xoan pht TiN cho Inox
Straight Shank Regular Length Twist Drills with TiN

B (7253 N [55]
BUABE

Mii Khoan Dirills

Coating

* Khoan thép khong gi, vat liéu kho gia cong nhw hop kim titan va inconel.

D

/i

FcTr

(i) €2 )
) (8= A pose

Xxapu|
onT onp

sde]
ole] In\

d<1 .Gmm
Normal Point
' 8%&3&& e )
‘I’ ) 2 | ‘
a¥ |
d,21.6mm
Split Point
Units: mm
(D) (2 (8] (D) (9) (8]
1 18 40 - 3.5 45 73 -
1.1 20 42 - 3.6 48 76 -
1.2 20 42 - 3.7 48 76 -
1.3 22 45 - 3.8 48 76 -
1.4 23 48 - 3.9 51 79 -
1.5 23 48 - 4 54 83 -
1.6 25 50 - 4.1 54 83 -
1.7 25 50 - 4.2 54 83 -
1.8 28 52 - 4.3 54 83 -
1.9 28 52 - 4.4 56 83 -
2 29 55 - 4.5 56 86 -
2.1 29 55 - 4.6 56 86 -
2.2 33 58 - 4.7 59 89 -
2.3 33 58 - 4.8 59 89 -
2.4 35 61 - 49 62 92 -
2.5 35 61 - 5 62 92 -
2.6 37 64 - 5.1 62 92 -
2.7 37 64 - 5.2 64 95 -
2.8 39 67 - 5.3 64 95 -
2.9 42 71 - 5.4 64 95 -
3 42 71 - 55 64 95 -
3.1 42 71 - 5.6 67 98 -
3.2 42 71 - 5.7 67 98 -
3.3 45 73 - 5.8 67 98 -
3.4 45 73 - 5.9 67 98 -
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Drill

U

M(Gi khoan xoan phu TiN cho Inox
g% Straight Shank Regular Length Twist Drills with TiIN Coating
(D) (0) (L) (D) () L)

] 6 70 102 - 9.6 95 130 -
I 6.1 70 102 = 9.7 95 130 -
25 6.2 70 102 - 9.8 95 130 -

° 6.3 70 102 = 9.9 95 130 =
6.4 73 105 - 10 95 130 -

= 6.5 73 105 = 10.1 98 133 =
== 6.6 73 105 - 10.2 98 133 -
8 6.7 73 105 - 103 9 133 -
6.8 73 105 - 10.4 98 133 -

6.9 73 105 = 105 100 137 =

29 7 73 105 - 10.6 100 137 -
% o 71 75 108 - 107 100 137 -
o8 7.2 75 108 - 10.8 103 140 -
7.3 75 108 = 10.9 103 140 -

e 7.4 78 111 - 11 103 140 -
%% 75 78 111 - 11.1 103 140 —
$3 76 78 111 - 11.2 106 143 -
3 7.7 81 114 - 11.3 106 143 -
. 7.8 81 114 - 11.4 106 143 -
S8 7.9 81 114 - 115 106 143 =
23 8 81 114 - 11.6 109 146 -
3= 8.1 84 117 = 117 109 146 -

— 8.2 84 117 - 11.8 109 146 -
o 8.3 84 117 = 11.9 109 146 =
2% 8.4 87 121 - 12 111 149 -
83 8.5 87 121 - 12.1 111 149 -

8.6 87 121 - 122 111 149 -
o 8.7 87 121 = 12.3 111 149 =
3y 8.8 89 124 - 12.4 114 152 -
gg 8.9 89 124 = 125 114 152 =
== 9 89 124 - 12,6 114 152 -
= 9.1 89 124 - 12.7 114 152 -
zq 9.2 92 127 - 12.8 114 152 -
T2 9.3 92 127 = 12.9 114 152 =
25 9.4 92 127 - 13 114 152 -

9.5 92 127 =
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Mii khoan xoan pha TiN
Straight Shank Regular Length Twist Drills with TiN Coating

* Khoan thép, thép duc hgp kim va khong hgp kim, gang xam, gang déo, than chi.

SN N

=6
= PATY po32

\Q

8%{@&%\

Xxapu|
onT onp

sde]
ole] In\

D011

=
et
of
1 | 18 | 40 - 51 | 62 | @ - 92 | 92 | 127 >3
1.1 20 42 - 52 | 64 95 - 93 | 92 | 127 8
12 | 20 42 - 53 | 64 95 - 94 | 92 | 127
13 | 22 45 - 54 | 64 95 - 95 | 92 | 127
14 | 23 48 - 55 | 64 95 - 96 | 95 | 130
15 | 23 48 - 56 | 67 98 - 97 | 95 | 130 ol
16 | 25 50 - 57 | 67 98 - 98 | 95 | 130 35
17 | 25 50 - 58 | 67 98 - 99 | 95 | 130 &g
18 | 28 52 - 59 | 67 98 - 10 95 | 130
19 | 28 52 - 6 70 | 102 - 10.1 | 98 [ 133
2 29 55 - 6.1 70 | 102 - 102 | 98 | 133 @
2.1 29 55 - 62 | 70 | 102 - 10.3 | 98 [ 133 el
22 | 33 58 - 63 | 70 | 102 - 104 | 98 | 133 %O
23 | 33 58 - 64 | 73 | 105 - 105 | 100 [ 137 g 3
24 | 35 61 - 65 | 73 | 105 - 10.6 | 100 | 137 =<
2.5 35 61 - 6.6 73 | 105 - 10.7 | 100 | 137 “
26 | 37 64 - 67 | 73 | 105 - 10.8 | 103 | 140
27 | 37 | 64 - 68 | 73 | 105 — 10.9 | 103 | 140 2o
28 | 39 67 - 69 | 73 | 105 - 11 103 | 140 me
29 | 42 71 - 7 73 | 105 - 11.1 | 103 [ 140 3 2
3 42 71 - 7.1 75 | 108 - 112 | 106 | 143 3=
3.1 42 71 - 72 | 75 | 108 - 11.3 | 106 | 143
32 | 42 71 - 73 | 75 | 108 - 114 | 106 | 143 —
33 | 45 73 - 74 | 78 | 111 - 115 | 106 | 143 s
34 | 45 73 - 75 | 78 | 111 - 116 | 109 | 146 %
35 | 45 73 - 76 | 78 | 111 - 11.7 | 109 | 146 S
36 | 48 76 - 77 | 81 114 - 11.8 | 109 | 146 &2
37 | 48 76 - 78 | 81 114 - 11.9 | 109 | 146
38 | 48 76 - 79 | 81 114 - 12 | 111 | 149
39 | 51 79 - 8 81 114 - 121 | 111 | 149 &
4 54 83 - 8.1 84 | 117 - 122 | 111 | 149 23
4.1 54 83 - 82 | 84 | 117 - 12.3 | 111 | 149 ag
42 | 54 | 83 = 83 | 84 | 117 - 124 | 114 | 152 &8
4.3 54 83 - 8.4 87 121 = 125 | 114 152 5
4.4 56 86 - 8.5 87 | 121 - 126 | 114 | 152 ©
4.5 56 86 - 8.6 87 121 = 12.7 114 152
46 | 56 86 - 87 | 87 | 121 - 128 | 114 | 152 Z
4.7 59 89 - 8.8 89 124 = 129 | 114 152 g2
48 | 59 89 - 89 | 89 | 124 - 13 | 114 | 152 2€
49 | 62 92 - 9 89 | 124 - =
5 62 92 - 9.1 89 | 124 -
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Drill

=

Mii khoan xoan pha TiN
Straight Shank Regular Length Twist Drills with TiIN Coating

* Khoan thép, thép dlc hgp kim va khong hop kim, gang xam, gang déo, than chi.

8#@&&2 - )

"
ia | ’
S L
Units: mm
53 1.05 4.55
5 1.15 20 42 - 4.65 59 89 -
1.25 22 45 - 4.75 59 89 -
1.35 23 48 - 4.85 59 89 -
ol 1.45 23 48 - 4.95 62 92 -
2e 1.55 25 50 - 5.05 62 92 -
8 1.65 25 50 - 5.15 62 92 -
1.75 28 52 - 5.25 64 95 -
. 1.85 28 52 - 5.35 64 95 -
So 1.95 29 55 - 5.45 64 95 -
58 2.05 29 55 - 5.55 64 95 -
23 2.5 29 55 - 5.65 67 98 -
E 225 33 58 - 5.75 67 98 -
2.35 33 58 - 5.85 67 98 -
o 245 35 61 - 5.95 67 98 -
og 2.55 37 64 - 6.05 70 102 -
2 2.65 37 64 - 6.15 70 102 -
2z 2.75 39 67 - 6.25 70 102 -
2.85 39 67 - 6.35 70 102 -
2.95 42 71 - 6.45 73 105 -
=9 3.05 42 71 - 6.55 73 105 -
23 3.15 42 71 - 6.65 73 105 -
&3 3.25 42 71 - 6.75 73 105 -
3.35 45 73 - 6.85 73 105 -
5 3.45 45 73 - 6.95 73 105 -
%o 355 45 73 - 7.05 75 108 -
28 3.65 48 76 - 7.15 75 108 -
oF 3.75 48 76 = 7.25 75 108 =
2= 3.85 51 79 - 7.35 75 108 -
- 3.95 51 79 - 7.45 78 111 -
4.05 54 83 - 7.55 78 111 -
g 4.15 54 83 - 7.65 78 111 -
Sz 4.25 54 83 - 7.75 81 114 -
%0 4.35 54 83 - 7.85 81 114 -
4.45 56 86 - 7.95 81 114 -
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Mdi khoan xoan
Straight Shank Regular Length Twist Dirills
7 \
* Khoan thép, thép duc hgp kim va khong hgp kim, gang xam, gang déo, than chi.
——— B#Sg& = )
OD=M1.9 0 |
P e T ~—— L ’
OD>M1.9 |
Units: mm
(D) (2) L (D) (2 L
0.2 3 19 - 3.1 42 71 -
0.3 35 20 - 3.2 42 71 -
0.35 55 24 - 3.3 45 73 -
0.4 515 24 - 3.4 45 73 -
0.45 7.5 27 - 35 45 73 -
0.5 7.5 27 - 3.6 48 76 -
0.55 8.5 30 - 3.7 48 76 -
0.6 8.5 30 - 3.8 48 76 -
0.65 10 32 - 3.9 51 79 -
0.7 10 32 - 4 54 83 -
0.75 11 34 - 41 54 83 -
0.8 11 34 - 4.2 54 83 -
0.85 13 36 - 43 54 83 -
0.9 13 36 - 4.4 56 86 -
0.95 18 40 - 45 56 86 -
1 18 40 - 4.6 56 86 -
1.1 20 42 - 4.7 59 89 -
1.2 20 42 - 4.8 59 89 -
1.3 22 45 - 4.9 62 92 -
1.4 23 48 - 5 62 92 -
1.5 23 48 - 5.1 62 92 -
1.6 25 50 - 5.2 64 95 -
1.7 25 50 - 5.3 64 95 -
1.8 28 52 - 5.4 64 95 -
1.9 28 52 - 55 64 95 -
2 29 55 - 5.6 67 98 -
2.1 29 55 - 5.7 67 98 -
2.2 33 58 - 5.8 67 98 -
2.3 33 58 - 5.9 67 98 -
2.4 35 61 - 6 70 102 -
2.5 35 61 - 6.1 70 102 -
2.6 37 64 - 6.2 70 102 -
2.7 37 64 - 6.3 70 102 -
2.8 39 67 - 6.4 73 105 -
2.9 42 71 - 6.5 73 105 -
3 42 71 - 6.6 73 105 -
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Mi khoan xoén
Straight Shank Regular Length Twist Drills

R Y AN L=
®2.0.0086

* Khoan thép, thép duc hop kim va khong hgp kim, gang xam, gang déo, than chi.

= e e e 8 @&\ ) )
_g' E; OD=5/64 P) | ‘
[C)
S = =  —  —————] L
OD>5/64 !
Units: mm
=
Ex (D) (2) (L) (D) (2) (L)
8 67 73 105 - 103 %8 133 -
6.8 73 105 - 10.4 98 133 -
6.9 73 105 - 105 100 137 -
o 7 73 105 = 10.6 100 137 =
o8 7.1 75 108 - 107 100 137 -
59 7.2 75 108 - 10.8 103 140 -
o 7.3 75 108 - 10.9 103 140 -
74 78 111 - 11 103 140 -
® 75 78 111 - 111 103 140 -
el 76 78 111 - 11.2 106 143 =
s 7.7 81 114 - 113 106 143 -
$3 7.8 81 114 - 114 106 143 -
E 7.9 81 114 - 115 106 143 -
8 81 114 - 116 109 146 -
@ 8.1 84 117 - 117 109 146 -
os 8.2 84 117 - 11.8 109 146 -
G 8.3 84 117 - 11.9 109 146 -
28 8.4 87 121 - 12 111 149 -
8.5 87 121 - 12.1 111 149 -
8.6 87 121 - 122 111 149 -
Lo 8.7 87 121 - 12.3 111 149 -
2 %; 8.8 89 124 = 12.4 114 152 -
S E 8.9 89 124 - 125 114 152 -
9 89 124 - 12,6 114 152 -
9.1 89 124 - 12.7 114 152 -
9 9.2 92 127 - 12.8 114 152 -
29 9.3 92 127 - 12.9 114 152 -
%% 9.4 92 127 - 13 114 152 -
o8 9.5 9 127 - 1/8 41 70 -
Ef 9.6 95 130 = 5/32 51 79 =
9.7 95 130 - 3/16 59 89 -
N 9.8 95 130 - 1/4 70 102 -
33 9.9 95 130 - 5/16 81 114 -
gz 10 95 130 = 38 92 127 =
o 10.1 98 133 - 7/16 103 140 -
10.2 98 133 - 12 114 152 -
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MUi khoan xoan can con

Morse Taper Shank Regular Length Twist Drills

* Khoan vao nhém, hop kim, silumin, kém, déng tinh luyén, gb va cac vat liéu tbng hop mém khac.

8#%

]
U] PATA) Do33

|MTNOW

Unlts mm

27 170 290

115 1 27.5 3
13.5 118 202 1 28 175 295 3 -
14 122 205 1 28.5 180 300 3 -
14.5 122 222 2 29 180 300 3 -
15 125 225 2 29.5 185 305 3 -
15.5 128 228 2 30 185 305 3 -
16 130 230 2 30.5 190 310 3 -
16.5 132 232 2 31 190 310 3 -
17 135 235 2 31.5 195 315 3 -
17.5 140 240 2 32 195 315 3 -
18 140 240 2 33 200 345 4 -
18.5 145 245 2 34 205 350 4 -
19 145 245 2 35 205 350 4 -
19.5 150 250 2 36 210 355 4 -
20 150 250 2 37 210 355 4 -
20.5 155 255 2 38 215 360 4 -
21 155 255 2 39 215 360 4 -
215 160 260 2 40 220 365 4 -
22 160 260 2 41 220 365 4 -
225 165 265 2 42 225 370 4 -
23 165 265 2 43 225 370 4 -
23.5 165 285 3 44 230 375 4 -
24 165 285 3 45 230 375 4 -
24.5 165 285 3 46 235 380 4 -
25 165 285 3 47 235 380 4 -
25.5 165 285 3 48 240 385 4 -
26 165 285 3 49 240 385 4 -
26.5 170 290 3 50 245 390 4 -
3
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MGi khoan xoan cho 16 sau

Straight Shank Stub Length Twist Dirills for Deep Hole

* Thiét ké goc xoan I&n va ranh xodn dac biét giup day phoi ra dé dang.

* Khdng can lay dau tam trudc khi khoan.

* Phoi mdéng dwoc pha v& ty dong, han ché tinh trang ket phoi.

* Phu hop voi thép khong hop kim, thép hop kim, gang xam, gang déo, hgp kim nhdm hodc magie dac biét.

sde|
olel INN

%

L
o E Units: mm
2%
Do 22 | 13 | 40 - 58 | 28 | 66 -
g3 23 | 13 | 40 - 59 | 28 | 66 -
e s 24 | 14 | 4 - 6 | 28 | 66 -
25 | 14 | 43 - 61 | 31 | 70 -
26 | 14 | 43 - 62 | 31 | 70 -
@ 27 | 16 | 46 - 63 | 31 | 70 -
o9 28 | 16 | 46 - 64 | 31 | 70 -
23 29 | 16 | 46 - 65 | 31 70 - 102 | 43 | 89 -
83 3 | 16 | 46 - 66 | 31 | 70 - 103 | 43 | 89 -
2 31 | 18 | 49 - 67 | 31 | 70 - 105 | 43 | 89 -
32 | 18 | 49 - 68 | 34 | 74 - 108 | 47 | 9 -
@ 33 | 18 | 49 - 69 | 34 | 74 - 11 | 47 | 9 -
5 34 | 20 | 52 - 7 | 34 | 74 - 12| 47 [ 9 -
5y 35 | 20 | 52 - 71 [ 34 [ 74 - 115 | 47 | % -
38 36 | 20 | 52 - 72 | 34 | 74 - 18 | 47 | 95 -
© 37 | 20 | 52 - 73 | 34 | 74 - 12 | 51 | 102 -
—— | 38 | 22 | 55 - 74 | 34 | 74 - 125 | 51 | 102 -
39 | 22 | 55 - 75 | 34 | 74 - 13 | 51 | 102 -
55 4 | 22 | 55 - 76 | 37 | 79 - 135 | 54 | 107 -
o 41 | 22 | 55 - 77 | 37 | 79 - 14 | 54 | 107 -
&2 42 | 22 | 55 - 78 | 37 | 79 - 145 | 56 | 111 -
43 | 24 | 58 - 79 | 37 | 79 - 15 | 56 | 111 -
- 44 | 24 | 58 - 8 | 37 | 79 - 155 | 58 | 115 -
o 45 | 24 | 58 - 81 | 37 | 79 - 16 | 58 | 115 -
o83 46 | 24 | 58 - 82 | 37 | 79 - 165 | 60 | 119 -
o3 47 | 24 | 58 - 83 | 37 | 79 - 17 | 60 | 119 -
52 48 | 26 | 62 - 84 | 37 | 79 - 175 | 62 | 123 -
3 49 | 26 | 62 - 85 | 37 | 79 - 18 | 62 | 123 -
5 | 2 | 62 - 86 | 40 | 84 - 185 | 64 | 127 -
. 51 | 26 | 62 - 87 | 40 | 84 - 19 | 64 | 127 -
33 52 | 26 | 62 - 88 | 40 | 84 - 195 | 66 | 131 -
2E 53 | 26 | 66 - 89 | 40 | o4 - 20 | 66 | 131 -
8 54 | 28 | 66 - 9 | 40 | 84 -
55 | 28 | 66 - 91 | 40 | 84 -
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Mii khoan xoan cho 16 sau pha TiN
Straight Shank Stub Length Twist Dirills for Deep Hole with Coating

A 7 \\J =  DIN

* Thiét ké goc xodn 16n va ranh xodn dac biét giup day phoi ra dé dang.

* Khoéng can lay dau tam trudc khi khoan.

* Phoi mdng dwoc pha v& ty dong, han ché tinh trang ket phoi.

* Phu hop v&i thép khéng hop kim, thép hop kim, gang xam, gang déo, hgp kim nhém hodc magie dac biét.

&)
) (=) A poss

SSe— n 0

Units: mm

9.4 40 84 -
9.5 40 84 -
9.6 43 89 -
9.7 43 89 -
9.8 43 89 -
9.9 43 89 -
10 43 89 -
70 - 102 | 43 89 -
70 - 103 | 43 89 -
70 - 105 | 43 89 -
74 - 108 | 47 95 -
74 - 11 47 95 -
74 - 112 | 47 95 -
74 - 115 | 47 95 -
74 - 118 | 47 95 -
74 - 12 51 102 -
74 - 125 | 51 102 -
74 - 13 51 102 -
79 - 135 | 54 107 -
79 - 14 54 107 -
79 - 145 | 56 111 -
79 - 15 56 111 -
79 - 155 | 58 115 -
79 - 16 58 115 -
79 - 165 | 60 119 -
79 - 17 60 119 -
79 - 175 | 62 123 -
79 - 18 62 123 -
84 - 185 | 64 127 -
84 - 19 64 127 -
84 - 19.5 | 66 131 -
84 - 20 66 131 -
84 -
84 -
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MUi khoan xoan lw&i dai cho 16 sau

Straight Shank Jobber Length Twist Dirills for Deep Hole

* Thiét ké goc xoan I&n va ranh xodn dac biét giup day phoi ra dé dang.
* Khong can lay dau tam truée khi khoan.
* Phoi méng dwoc pha v& ty dong, han ché tinh trang ket phoi.

_ g * Phu hop voi thép khong hop kim, thép hop kim, gang xam, gang déo, hgp kim nhdm hodc magie dac biét.
§ 9,_" R < i e J Q
s S/ - IS\ )
2 |
L
o E Unilts: mm
==
84 | 75 | 117 -
. . 85 | 75 | 117 -
7y 22 | 27 | 53 - 54 | 57 | 93 - 86 | 81 | 125 -
39 23 | 27 | 53 - 55 | 57 | 93 - 87 | 81 | 125 -
@ o 24 | 30 | 57 - 56 | 57 | 93 - 88 | 81 | 125 -
25 | 30 | 57 - 57 | 57 | 93 - 89 | 81 | 125 -
® 26 | 30 | 57 - 58 | 57 | 93 - 9 81 | 125 -
o9 27 | 33 | 61 - 59 | 57 | 93 - 91 | 81 | 125 -
o 28 | 33 | 6t - 6 | 57 | 93 - 92 | 81 | 125 -
82 29 | 33 | 6t - 61 | 63 | 101 - 93 | 81 | 125 -
@ 3 33 | 61 - 62 | 63 | 101 - 94 | 81 | 125 -
31 | 36 | 65 - 63 | 63 | 101 - 95 | 81 | 125 -
‘é’ o 32 | 36 | 65 - 64 | 63 | 101 - 96 | 87 | 133 -
mo 33 | 36 | 65 - 65 | 63 | 101 - 97 | 87 | 133 -
33 34 | 39 | 70 - 66 | 63 | 101 - 98 | 87 | 133 -
© 35 | 39 | 70 - 67 | 63 | 101 - 99 | 87 | 133 -
— ] 36 | 39 | 70 - 68 | 69 | 109 - 10 | 87 | 133 -
Lo 37 | 39 | 70 - 69 | 69 | 109 - 102 | 87 | 133 -
28 38 | 43 | 75 - 7 69 | 109 - 103 | 87 | 133 -
gg 39 | 43 | 75 - 71 | 69 | 109 — 105 | 87 | 133 -
4 43 | 75 - 72 | 69 | 109 - 11 94 | 142 -
= 41 | 43 | 75 - 73 | 69 | 109 = 112 | 94 | 142 —
5 42 | 43 | 75 - 74 | 69 | 109 - 115 | 94 | 142 -
Sg 43 | 47 | 80 - 75 | 69 | 109 — 12 | 101 | 151 -
o3 44 | 47 | 80 - 76 | 75 | 117 - 125 | 101 | 151 -
2= 45 | 47 | 80 - 77 | 75 | 117 — 13 | 101 | 151 -
© 46 | 47 | 80 - 78 | 75 | 117 - 135 | 108 | 160 -
47 | 47 | 80 - 79 | 75 | 117 - 14 | 108 | 160 -
Z3 48 | 52 | 86 - 8 75 | 117 - 145 | 114 | 169 -
S< 49 | 52 | 86 - 81 | 75 | 117 — 15 | 114 | 169 -
< © 5 52 | 86 - 82 | 75 | 117 - 155 | 120 | 178 -
51 | 52 | 86 - 83 | 75 | 117 - 16 | 120 | 178 -
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Mi khoan xoan Iw&i dai cho 16 sau phu TiN
Straight Shank Jobber Length Twist Dirills for Deep Hole with Coating

* Thiét ké goc xodn 16n va ranh xodn dac biét giup day phoi ra dé dang.

* Khoéng can lay dau tam trudc khi khoan.

* Phoi mdng dwoc pha v& ty dong, han ché tinh trang ket phoi.

* Phu hop v&i thép khéng hop kim, thép hop kim, gang xam, gang déo, hgp kim nhém hodc magie dac biét.

&)
(&= A poss

e ——— IS O .

) |
L

|
Units: mm

5.2 52 86 - 8.4 75 117 -
5.3 52 86 - 8.5 75 117 -
5.4 57 93 - 8.6 81 125 -
515 5 93 - 8.7 81 125 -
5.6 57 93 - 8.8 81 125 -
5.7 57 93 - 8.9 81 125 -
5.8 57 93 - 9 81 125 -
5.9 57 93 - 9.1 81 125 -

6 57 93 - 9.2 81 125 -
6.1 63 101 - 9.3 81 125 -
6.2 63 101 - 9.4 81 125 -
6.3 63 101 - 9.5 81 125 -
6.4 63 101 - 9.6 87 133 -
6.5 63 101 - 9.7 87 133 -
6.6 63 101 - 9.8 87 133 -
6.7 63 101 - 9.9 87 133 -
6.8 69 109 - 10 87 133 -
6.9 69 109 - 102 | 87 133 -

7 69 109 - 103 | 87 133 -
7.1 69 109 - 105 | 87 133 -
7.2 69 109 - 11 94 142 -
7.3 69 109 - 112 | 94 142 -
7.4 69 109 - 115 | 94 142 -
7.5 69 109 - 12 101 151 -
7.6 75 117 - 125 | 101 151 -
7.7 75 117 - 13 101 151 -
7.8 75 117 - 135 | 108 | 160 -
7.9 75 117 - 14 108 | 160 -

8 75 117 - 145 | 114 | 169 -
8.1 5 117 - 15 114 | 169 -
8.2 75 117 - 155 | 120 | 178 -
8.3 75 117 - 16 120 | 178 -

Xxapu|
onT onp

sde]
ole] In\

O
=3
o

ueouy INA

slswesy
eoq oeq

Buneod ¥3dns
Aeyd oeQ

O¥d "3dNs
Aeyd oeQq

800SSH
Aeyd oeQ

Buneo) puoweiq
Aeyd oeQ

xipuaddy
on| nyd

D019



rer \\WNREE
@ r‘ﬂ" D020

Drill

U

M{i khoan dinh tam NC
NC Spotting Drills

2 R A 2 =) =]
FEACEEE

* St dung may khoan NC c6 thé c6 dwoc diém trung tam chinh xac hon trén gia cong NC / CNC.

=k

=
2o se— i )
iq

o

2 ]

Units: mm/VND
=
o &) ® | @O
53 46 - - 10 [ 25 [ 89 - -
5 55 - - 12 | 30 [ 102 - -
60 - - 16 | 35 | 115 - -
66 - - 20 | 40 | 131 - -
79 - -
55
D o
2 g
n QO
e Mui khoan dinh tdm NC Carbide _
Mo
%8 | Solid Carbide NC Spotting Drills =
°B n G 7S A -
22 B WA 2 ) (=
: R GEEE p—
g (D)
mo
3 g - - 180 - -
Q — — — —
G 4 - - 12 - -
5 - - 16 - -
6 - -
%8
g 3 Recommended Cutting Condition
<
9
[
3%
ao
o3
52
3 3 2460 | 0.06 [ 2110 [ 006 [ 1,080 [ 0.06 940 0.06 | 7,040 [ 0.14
4 1850 | 007 [ 1580 | 0.07 800 | 0.07 700 0.07 | 5280 | 0.5
6 1170 [ 008 [ 1030 | 0.08 540 | 0.08 460 0.08 | 3520 | 0.19
3 8 880 | 0.1 790 | 0.1 400 | 0.1 350 011 | 2640 | 0.22
82 10 700 | 012 630 | 0.12 320 | 012 290 012 | 2110 | 0.5
2§ 12 50 | 0.4 53 | 0.14 260 | 0.14 240 014 | 1760 | 0.28
16 460 | 0.2 400 | 02 200 | 02 180 0.2 1,320 | 0.33
20 350 | 024 320 | 024 150 | 0.24 140 024 | 1,060 | 0.45
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[E)ES

Mui khoan dinh tdm
Center Drills =£
2 RN = £E
FEAEEE s
* Phi hop dé khoan tam va vat mép trén cac vat liéu thong thwong. Hiéu suét tuyet voi nhé st dung thép téc do cao
HSS-EX chiva Vanadi cao va cdng nghé thiét ké doc dao.
| ———— E%«F—“%
i S o
\Z . 60 @ %
Unlts mm/VND
(d) Tolerance| (0) (D) |Tolerance| (0) L) =
05 £0.1 60° 35 | +0 05 35 - - =z
0.8 +0.1 60° 35 -0.018 0.8 35 - = 5
o +0
o +0
1.2 +0.1 60 5 -0.018 1.2 40 - - Do
1.5 +0.05 60° 5 2 42 - - 2 g
2 +0.08 60° 5 0 2.6 42 - - 8
25 +0.08 60° 6 -0.043 32 47 - -
2.5 +0.08 60° 8 3.2 47 - - 0
3 +0.08 60° 7.7 3.9 57 - - So
3 +0.08 60° 8 3.9 57 - - 58
o + )
3.2 +0.08 60° 8 4.2 57 - - é’
4 +0.08 60° 10 5.2 69 - -
5 +0.12 60° 11 +0 5.6 69 - - o
6 +0.15 60° 12 -0.027 7 95 - - 58
33
22
@]
35
O3
&8
mm/rev. mm/rev. mm/rev.
1 4,300 0.03 3,200 0.03 2,700 0.03 o
2 2,800 0.03 2,000 0.03 1,900 0.03 § o
2.5 2,250 0.04 1,600 0.04 1,510 0.04 2 ?U
3 1,900 0.04 1,330 0.04 1,250 0.04 gg
4 1,430 0.04 1,000 0.04 950 0.04 é’
5 1,150 0.04 800 0.04 750 0.04
6 960 0.04 670 0.04 630 0.04
8 720 0.04 500 0.04 480 0.04 § 3
10 570 0.04 400 0.04 380 0.04 Sz
12 480 0.04 330 0.04 320 0.04 < ©
14 438 0.04 282 0.04 272 0.04
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Mi khoan can thang lui dai
Straight Shank Long Drrills

* Ap dung xi ly bé mat Homo. . ]
* Thiét ké dé khoan cac 16 sau ho&c 16 sau ndm bén trong. Phu hop khoan trén thép, thép hop kim va khéng hop kim, gang

xam, gang déo.

sde|
olel INN

=
@ § Units: mm
(L) o | @] W o | @ [ O

2o 2 | 75 | 100 - 29 | 150 | 200 - 38 | 75 | 100 -
% o 2 | 100 | 150 - 3 | 75 | 100 = 38 | 100 | 150 -
o 2 | 150 | 200 - 3 | 100 | 150 - 38 | 150 | 200 -
- 21 | 75 | 100 - 3 | 150 | 200 - 39 | 100 | 150 -
ﬁ o 21 | 100 | 150 - 31 | 75 | 100 - 39 | 150 | 200 -
3 22 | 75 | 100 g 31 | 100 | 150 g 4 | 75 | 100 g
22 22 | 100 | 150 | = 32 | 75 | 100 | - 4 100 | 150 | -
- 22 | 150 | 200 = 32 | 100 | 150 = 4 | 150 | 200 —
@ 23 | 75 | 100 - 32 | 150 | 200 - 4 | 200 | 250 -
i) 23 | 100 | 150 - 33 | 75 | 100 - 41 | 75 | 100 -
§§ 24 | 75 | 100 - 33 | 100 | 150 - 41 | 100 | 150 -
| 24 | 100 | 150 - 34 | 75 | 100 - 41 | 150 | 200 -
o 24 | 150 | 200 - 34 | 100 | 150 - 42 | 75 | 100 -
2% 25 | 75 | 100 - 34 | 150 | 200 - 42 | 100 | 150 -
&8 25 | 100 | 150 - 35 | 75 | 100 - 42 | 150 | 200 -
25 | 150 | 200 = 35 | 100 | 150 = 43 | 75 | 100 =
§ . 26 | 75 | 100 - 35 | 150 | 200 - 43 | 100 | 150 -
28 26 | 100 | 150 - 36 | 75 | 100 - 43 | 150 | 200 -
] 27 | 100 | 150 - 36 | 100 | 150 - 44 | 75 | 100 -
3 27 | 150 | 200 - 36 | 150 | 200 - 44 | 100 | 150 -
28 | 75 | 100 - 36 | 200 | 250 - 44 | 150 | 200 -
fg: = 28 | 100 | 150 = 37 | 75 | 100 = 44 | 200 | 250 S
25 28 | 150 | 200 - 37 | 100 | 150 - 45 | 75 | 100 -
29 | 100 | 150 = 37 | 150 | 200 = 45 | 100 | 150 =
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Mi khoan can thang lwdi dai
Straight Shank Long Drills

]
= PA™Y Do3s

Units: mm

O | @ | U O | @ | U
45 | 150 | 200 - 54 | 200 | 250 6.3 | 200 | 250 -
45 | 200 | 250 - 54 | 200 | 300 64 | 100 | 150 -
4.6 75 100 - 5.5 75 100 64 | 150 | 200 -
46 | 100 | 150 - 55 | 100 | 150 64 | 200 | 250 -
46 | 150 | 200 - 55 | 150 | 200 64 | 200 | 300 -
46 | 200 | 250 - 55 | 200 | 250 65 | 100 | 150 -
47 | 100 | 150 - 55 | 200 | 300 6.5 | 150 | 200 -
47 | 150 | 200 - 56 | 100 | 150 6.5 | 200 | 250 -
4.8 75 100 - 56 | 150 | 200 6.5 | 200 | 300 -
48 | 100 | 150 - 56 | 200 | 250 66 | 100 | 150 -
48 | 150 | 200 - 56 | 200 | 300 6.6 | 150 | 200 -
48 | 200 | 250 - 57 | 100 | 150 6.6 | 200 | 250 -
49 | 100 | 150 - 57 | 150 | 200 6.6 | 200 | 300 -
49 | 150 | 200 - 58 | 100 | 150 6.7 | 100 | 150 -
5 75 100 - 58 | 150 | 200 6.7 | 150 | 200 -
5 100 | 150 - 58 | 200 | 250 6.7 | 200 | 250 -
5 150 | 200 - 59 | 100 | 150 6.8 | 100 | 150 -
5 200 | 250 - 59 | 150 | 200 6.8 | 150 | 200 -
5.1 100 | 150 - 6 100 | 150 6.8 | 200 | 250 -
5.1 150 | 200 - 6 150 | 200 69 | 100 | 150 -
5.1 200 | 250 - 6 200 | 250 69 | 150 | 200 -
5.2 75 100 - 6 200 | 300 6.9 | 200 | 250 -
52 | 100 | 150 - 6.1 100 | 150 7 100 | 150 -
52 | 150 | 200 - 6.1 150 | 200 7 150 | 200 -
52 | 200 | 250 - 6.1 200 | 250 7 200 | 250 -
53 | 100 | 150 - 62 | 100 | 150 7 200 | 300 -
53 | 150 | 200 - 62 | 150 | 200 7.1 100 | 150 -
53 | 200 | 250 - 62 | 200 | 250 7.1 150 | 200 -
54 75 100 - 62 | 200 | 300 7.1 200 | 250 -
54 | 100 | 150 - 6.3 | 100 | 150 72 | 100 | 150 -
54 | 150 | 200 - 6.3 | 150 | 200 72 | 150 | 200 -

Xxapu|
onT onp

sde]
ole] In\

O
=3
o

ueoyy N

slswesy
eoq oeq

Buneod ¥3dns
Aeyd oeQ

O¥d "3dNs
Aeyd oeQq

800SSH
Aeyd oeQ

Buneo) puoweiq
Aeyd oeQ

xipuaddy
on| nyd

D023



rer \\NZRE
@ @ E035

Drill

Y]

| Mdi khoan can thang luw&i dai
= Straight Shank Long Drills Units: mm
“E
o | ® | W O | ® | W
| | 72 200 | 250 - 81 | 150 | 200 - 9 | 200 | 300 -
B 72 | 200 | 300 - 81 | 200 | 250 - 91 | 150 | 200 -
a3 73 | 100 | 150 - 82 | 100 | 150 - 91 | 200 | 250 -
73 | 150 | 200 = 82 | 150 | 200 = 92 | 100 | 150 —
73 | 200 | 250 - 82 | 200 | 250 - 92 | 150 | 200 -
o § 74 | 100 | 150 = 82 | 200 | 300 = 92 | 200 | 250 =
8 74 | 150 | 200 - 83 | 150 | 200 - 92 | 200 | 300 -
74 | 200 | 250 - 83 | 200 | 250 - 93 | 150 | 200 -
74 | 200 | 300 - 84 | 100 | 150 - 93 | 200 | 250 -
§ g 75 | 100 | 150 - 84 | 150 | 200 - 94 | 100 | 150 -
@8 75 | 150 | 200 - 84 | 200 | 250 - 94 | 150 | 200 -
75 | 200 | 250 = 84 | 200 | 300 = 94 | 200 | 250 =
e 75 | 200 | 300 - 85 | 100 | 150 - 94 | 200 | 300 -
3 fiu 76 | 100 | 150 = 85 | 150 | 200 = 95 | 100 | 150 —
22 76 | 150 | 200 - 85 | 200 | 250 - 95 | 150 | 200 -
- 76 | 200 | 250 - 85 | 200 | 300 - 95 | 200 | 250 -
2o 76 | 200 | 300 - 86 | 100 | 150 - 95 | 200 | 300 -
3 77 | 100 | 150 - 86 | 150 | 200 - 96 | 100 | 150 -
28 77 | 150 | 200 - 86 | 200 | 250 - 96 | 150 | 200 -
—— | 77 | 200 | 250 - 86 | 200 | 300 - 96 | 200 | 250 -
z9 78 | 100 | 150 - 87 | 150 | 200 - 96 | 200 | 300 -
§ 7 78 | 150 | 200 = 87 | 200 | 250 = 97 | 150 | 200 —
b 78 | 200 | 250 - 88 | 100 | 150 - 97 | 200 | 250 -
5 78 | 200 | 300 = 88 | 150 | 200 = 98 | 100 | 150 =
§ g 79 | 100 | 150 - 88 | 200 | 250 - 98 | 150 | 200 -
o3 79 | 150 | 200 - 88 | 200 | 300 - 98 | 200 | 250 -
=" 79 | 200 | 250 - 89 | 150 | 200 - 98 | 200 | 300 -
8 | 100 | 150 - 89 | 200 | 250 - 99 | 150 | 200 =
Z 8 | 150 | 200 - 9 | 100 | 150 - 99 | 200 | 250 -
:%;‘, 8 | 200 | 250 = 9 | 150 | 200 = 10 | 100 | 150 =
8 | 200 | 300 - 9 | 200 | 250 - 10 | 150 | 200 -
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Mi khoan can thang lwdi dai
Straight Shank Long Drills

]
= PATA) E035

Units: mm

O | @ | U D | @ | O - O | @ | U

10 200 | 250 11 150 | 200 - 12.1 | 200 | 300 -

10 200 | 300 11 200 | 250 - 122 | 150 | 200 -
10.1 | 200 | 250 11 200 | 300 - 122 | 200 | 250 -
10.1 | 200 | 300 11.1 | 200 | 250 - 122 | 200 | 300 -
102 | 100 | 150 11.1 | 200 | 300 - 123 | 200 | 250 -
102 | 150 | 200 112 | 150 | 200 - 12.3 | 200 | 300 -
102 | 200 | 250 112 | 200 | 250 - 124 | 150 | 200 -
102 | 200 | 300 11.2 | 200 | 300 - 124 | 200 | 250 -
10.3 | 200 | 250 11.3 | 200 | 250 - 124 | 200 | 300 -
10.3 | 200 | 300 11.3 | 200 | 300 - 125 | 150 | 200 -
104 | 100 | 150 114 | 150 | 200 - 125 | 200 | 250 -
104 | 150 | 200 114 | 200 | 250 - 125 | 200 | 300 -
104 | 200 | 250 114 | 200 | 300 - 126 | 150 | 200 -
104 | 200 | 300 115 | 150 | 200 - 126 | 200 | 250 -
105 | 100 | 150 115 | 200 | 250 - 126 | 200 | 300 -
105 | 150 | 200 11.5 | 200 | 300 - 127 | 200 | 250 -
105 | 200 | 250 11.6 | 150 | 200 - 12.7 | 200 | 300 -
105 | 200 | 300 11.6 | 200 | 250 - 128 | 150 | 200 -
106 | 100 | 150 11.6 | 200 | 300 - 128 | 200 | 250 -
106 | 150 | 200 11.7 | 200 | 250 - 128 | 200 | 300 -
106 | 200 | 250 11.7 | 200 | 300 - 129 | 200 | 250 -
10.6 | 200 | 300 11.8 | 150 | 200 - 129 | 200 | 300 -
10.7 | 200 | 250 11.8 | 200 | 250 - 13 150 | 200 -
10.7 | 200 | 300 11.8 | 200 | 300 - 13 200 | 250 -
10.8 | 100 | 150 11.9 | 200 | 250 - 13 200 | 300 -
10.8 | 150 | 200 11.9 | 200 | 300 - 13 250 | 350 -
10.8 | 200 | 250 12 150 | 200 -
10.8 | 200 | 300 12 200 | 250 -
10.9 | 200 | 250 12 200 | 300 -
10.9 | 200 | 300 12 250 | 350 -

11 100 | 150 121 | 200 | 250 -
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CO-NSD
CO-NSD-G U

HSSCo Mii khoan Noss

HSSCo Noss Drills

R R N =) (=2
~EEE

* Mi khoan dwoc ¢b dinh chéc chén trong qué trinh van hanh nhe thiét ké can V-shot.
* Tién loi va hiéu qua khi st dung trén may khoan.
* Phl hop dé khoan trén thép khong gi va cac vat liéu khé gia cong.

P B Q@E:js

L

sde|
olel INN

5 = Units: mm/VND
=3

"8 ] ®]| @] o - o] @] @ WL -
13 | 82 | 127 | 140 - - 157 | 82 | 127 | 140 - -
o 131 | 82 | 127 | 140 - - 158 | 82 | 127 | 140 - -
8 “oo’ 132 | 82 | 127 | 140 - - 159 | 82 | 127 | 140 - -
8 133 | 82 | 127 | 140 - - 16 | 82 | 127 | 140 - -
134 | 82 | 127 | 140 — — 161 | 82 | 127 | 140 - -
© 135 | 82 | 127 | 140 - - 162 | 82 | 127 | 140 - =
ﬁ g 136 | 82 | 127 | 140 - - 163 | 82 | 127 | 140 - -
§§ 137 | 82 | 127 | 140 - - 164 | 82 | 127 | 140 - -
i 138 | 82 | 127 | 140 - - 165 | 82 | 127 | 140 - -
139 | 82 | 127 | 140 - - 166 | 82 | 127 | 140 - -
o 14 | 82 | 127 | 140 - - 167 | 82 | 127 | 140 - -
ﬁ °°; 141 | 82 | 127 | 140 - = 168 | 82 | 127 | 140 - -
§§ 142 | 82 | 127 | 140 - - 169 | 82 | 127 | 140 - -
| 1143 | 82 | 127 | 140 - - 17 | 82 | 127 | 140 - =
144 | 82 | 127 | 140 - - 171 | 82 | 127 | 140 - -
é 5 145 | 82 | 127 | 140 - - 172 | 82 | 127 | 140 - -
§§ 146 | 82 | 127 | 140 - - 173 | 82 | 127 | 140 - -
147 | 82 | 127 | 140 - - 174 | 82 | 127 | 140 - -
o 148 | 82 | 127 | 140 — — 175 | 82 | 127 | 140 - -
3 o 149 | 82 | 127 | 140 - - 176 | 82 | 127 | 140 - -
%% 15 | 82 | 127 | 140 - - 177 | 82 | 127 | 140 - -
%3 151 | 82 | 127 | 140 - - 178 | 82 | 127 | 140 - -
- 152 | 82 | 127 | 140 - - 179 | 82 | 127 | 140 - -
N 153 | 82 | 127 | 140 - - 18 | 82 | 127 | 140 - -
g7 154 | 82 | 127 | 140 - - 181 | 82 | 127 | 140 - -
= 155 | 82 | 127 | 140 - = 182 | 82 | 127 | 140 - -
156 | 82 | 127 | 140 - - 183 | 82 | 127 | 140 - -
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HSSCo Mii khoan Noss

CO-NSD
CO-NSD-G

HSSCo Noss Drills Units: mm/VND §§
18.4 127 218 127
185 | 8 | 127 | 140 219 | 82 | 127 | 140 - 4B
186 | 8 | 127 | 140 2 | & | 127 | 140 - 7 g
187 | 8 | 127 | 140 221 | 82 | 127 | 140 -
188 | 8 | 127 | 140 22 | 82 | 127 | 140 -
189 | 8 | 127 | 140 223 | 82 | 127 | 140 - =
19 | 82 | 127 | 140 24 | 82 | 127 | 140 - 23
191 | 82 | 127 | 140 205 | 82 | 127 | 140 - 5
192 | & | 127 | 140 206 | 82 | 127 | 140 -
193 | 8 | 127 | 140 27 | 82 | 127 | 140 - o
194 | 8 | 127 | 140 208 | 82 | 127 | 140 - 29
195 | 82 | 127 | 140 29 | 82 | 127 | 140 - 78
196 | 8 | 127 | 140 23 | 8 | 127 | 140 -
197 | & | 127 | 140 231 | 82 | 127 | 140 - e_
198 | 8 | 127 | 140 232 | 82 | 127 | 140 - %8
199 | 8 | 127 | 140 233 | 82 | 127 | 140 - S
20 | & | 127 | 140 234 | 8 | 127 | 140 - a
201 | 82 | 127 | 140 235 | 82 | 127 | 140 - .
202 | 82 | 127 | 140 236 | 82 | 127 | 140 - 55
203 | 82 | 127 | 140 037 | 82 | 127 | 140 - §§
204 | 82 | 127 | 140 238 | 82 | 127 | 140 - S
205 | 82 | 127 | 140 239 | 82 | 127 | 140 - —
206 | 82 | 127 | 140 o4 | 8 | 127 | 140 - =9
207 | 82 | 127 | 140 241 | 82 | 127 | 140 - o
208 | 82 | 127 | 140 242 | 82 | 127 | 140 - >2
209 | 82 | 127 | 140 243 | 82 | 127 | 140 - -
o1 | 8 | 127 | 140 244 | 82 | 127 | 140 - 5 g
211 | 82 | 127 | 140 245 | 82 | 127 | 140 - %i’
212 | 82 | 127 | 140 246 | 82 | 127 | 140 - 82
213 | 82 | 127 | 140 047 | 82 | 127 | 140 - 3
214 | 82 | 127 | 140 248 | 82 | 127 | 140 -
215 | 82 | 127 | 140 249 | 82 | 127 | 140 - %E
216 | 82 | 127 | 140 5 | 8 | 127 | 140 - 25
217 | 82 | 127 | 140
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HSS Mii khoan Noss
HSS Noss Drills

FREES
hg R ST

* Mii khoan dwoc ¢b dinh chéc chén trong qua trinh van hanh nhe thiét ké can V-shot.
* C6 thé st dung trén may khoan véi hiéu suét cao.

CEEm—
%L ‘

sde|
olel INN

= Units: mm
@3 (D) (2) (d) (8] ) (2 (d) (8]
. 13 82 127 140 - 16.2 82 12.7 140 -
13.1 82 127 140 - 16.3 82 127 140 -
o 132 82 127 140 - 16.4 82 12.7 140 -
R 13.3 82 127 140 - 165 82 127 140 -
§ g 134 82 127 140 - 16.6 82 12.7 140 -
135 82 127 140 - 16.7 82 127 140 -
13.6 82 127 140 - 16.8 82 12.7 140 -
e 5 137 82 127 140 - 16.9 82 127 140 -
mg 13.8 82 127 140 - 17 82 12.7 140 -
o2 139 82 127 140 - 17.1 82 127 140 -
5’-‘ 14 82 127 140 - 17.2 82 12.7 140 -
14.1 82 127 140 - 17.3 82 127 140 -
@ 14.2 82 127 140 - 17.4 82 12.7 140 -
og 143 82 127 140 - 175 82 127 140 -
53 14.4 82 127 140 - 176 82 127 140 -
3= 145 82 127 140 - 17.7 82 127 140 -
S 146 82 127 140 - 17.8 82 12.7 140 -
147 82 127 140 - 17.9 82 127 140 -
55 14.8 82 127 140 - 18 82 12.7 140 -
53 14.9 82 127 140 - 18.1 82 127 140 -
>2 15 82 127 140 - 18.2 82 12.7 140 -
15.1 82 127 140 - 18.3 82 127 140 -
g 15.2 82 127 140 - 18.4 82 12.7 140 -
g 15.3 82 127 140 - 185 82 127 140 -
o2 15.4 82 127 140 - 18.6 82 12.7 140 -
52 155 82 127 140 - 18.7 82 127 140 -
3 15.6 82 127 140 - 18.8 82 12.7 140 -
15.7 82 127 140 - 18.9 82 127 140 -
Z 15.8 82 127 140 - 19 82 12.7 140 -
2< 15.9 82 127 140 - 19.1 82 127 140 -
<o 16 82 127 140 - 19.2 82 12.7 140 -
16.1 82 127 140 - 19.3 82 127 140 -
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HSS Mii khoan Noss

HSS Noss Drills Units:mm | S8
m m &

o

19.4 127 234 12.7

195 82 12.7 140 235 82 127 140 - -

19.6 82 12.7 140 236 82 12.7 140 - g ;

19.7 82 12.7 140 23.7 82 127 140 = "3

19.8 82 12.7 140 23.8 82 127 140 -

19.9 82 127 140 23.9 82 12.7 140 -

20 82 12.7 140 24 82 127 140 - =
20.1 82 12.7 140 24.1 82 127 140 - Ex
20.2 82 12.7 140 24.2 82 127 140 - ’8
20.3 82 12.7 140 24.3 82 127 140 =
20.4 82 12.7 140 24.4 82 127 140 -

20.5 82 127 140 245 82 12.7 140 = o9
20.6 82 12.7 140 24.6 82 127 140 - 2e
20.7 82 12.7 140 24.7 82 127 140 - 28
20.8 82 127 140 248 82 12.7 140 -

20.9 82 12.7 140 24.9 82 127 140 - ”

21 82 12.7 140 25 82 127 140 - So
21.1 82 12.7 140 25.5 82 12.7 140 = ” f_’?
21.2 82 12.7 140 26 82 12.7 140 - 52
21.3 82 12.7 140 26.5 82 127 140 - a
21.4 82 127 140 27 82 12.7 140 - B
215 82 12.7 140 27.5 82 127 140 - co
21.6 82 12.7 140 28 82 127 140 - B
21.7 82 12.7 140 28.5 82 12.7 140 - %E»
21.8 82 12.7 140 29 82 127 140 -

21.9 82 127 140 295 82 12.7 140 -

22 82 12.7 140 30 82 127 140 - 9
22.1 82 12.7 140 305 82 127 140 - 23
202 82 12.7 140 31 82 127 140 - &3
223 82 12.7 140 315 82 127 140 =
224 82 12.7 140 32 82 127 140 - o
225 82 127 140 325 82 12.7 140 - el
226 82 12.7 140 33 82 127 140 - %%
27 82 12.7 140 335 82 127 140 - HE
228 82 12.7 140 34 82 12.7 140 - 3
229 82 12.7 140 345 82 127 140 =

23 82 12.7 140 35 82 127 140 - o
23.1 82 127 140 355 82 12.7 140 - 82
23.2 82 12.7 140 36 82 127 140 - £5
23.3 82 12.7 140
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C DS D3C . 4C Recommended Cutting Condition

_=
;f o min” mm/rev. min-1 mm/rev.
o
0.03 ~ 0.09 10,000 ~ 20,000 0.002 ~ 0.005 10,000 ~ 20,000 0.001 ~ 0.002
01 ~0.29 10,000 ~ 16,000 0.002 ~ 0.008 10,000 ~ 15,000 0.002 ~ 0.007
- E 03 ~ 05 20,000 001 ~ 0.03 20,000 001 ~ 0.03
od
®3 05 ~ 0.8 20,000 002 ~ 0.04 20,000 002 ~ 0.04
08 ~ 11 20,000 003 ~ 0.05 20,000 003 ~ 0.05
= 11 ~ 15 18,000 004 ~ 0.06 18,000 004 ~ 0.06
=4
g; 15 ~ 2 16,000 006 ~ 0.08 14,000 006 ~ 0.08
(S}
5 2 ~ 25 13,000 007 ~ 01 12,000 007 ~ 0.1
25 ~ 3 10,600 009 ~ 012 9,500 009 ~ 012
P9 y =~ &b 9,000 009 ~ 0.14 8,000 009 ~ 0.14
o 0
§ EU) 35 ~ 4 8,000 01 ~ 015 7,000 01 ~ 015
%)
c
Mo
ac min™ mm/rev. min” mm/rev.
O =0
%2 0.03 ~ 0.09 10,000 ~ 20,000 0.001 ~ 0.002 10,000 ~ 20,000 0.005 ~ 0.01
«
01 ~0.29 10,000 ~ 15,000 0.002 ~ 0.004 10,000 ~ 20,000 001 ~ 0.03
%g 03 ~ 05 10,000 001 ~ 002 8,000 ~ 15,000 002 ~ 0.04
mo
gg 05 ~ 0.8 10,000 001 ~ 0.02
oL
© 08 ~ 11 8,000 001 ~ 0.03
1.1 ~ 15 7,000 002 ~ 0.04
T O
@ 8 15 ~ 2 5,500 002 ~ 0.05
o3
&2 2 ~ 25 4,500 003 ~ 006
25 ~ 3 3,700 003 ~ 0.07
9
3 o 3 ~ 35 3,200 003 ~ 007
53 35 ~ 4 2,700 004 ~ 008
58
é‘ *Vui long str dung may va dd ga cé dé cleng vibng va dé chinh xac cao.
*Vui long str dung dung dich cét got hoa tan trong nwéc.
*Khi xuat hién tiéng 6n hoic rung dong bat thwong, can dong thoi diéu chinh téc do truc
§ Y Notes chinh, téc dé tién dao va chiéu sau cat theo cling mét ty Ié.
%; *Khi téc do truc chinh khuyén nghi cao hon téc do téi da ctia may, hay cai dit & mirc téc do
= © t6i da cia may, dong thoi tham khao thong sé cat khuyén nghi dé gitr nguyén lwong tién
dao trén méi vong.
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Recommended Cutting Condition

min™ [mm/rev.| min™ |mm/rev.| min”' |[mm/rev.| min™ |mm/rev.| min™ |mm/rev.| min” |mmirev.

Xxapu|
onT onp

sde]
ole] In\

2 |5800| 006 |4700| 005 |6500| 008 [10,500f 0.17 |2600| 0.04 | 3,100 0.08
3 |4300| 012 |3500| 0.09 |490/ 014 10,500/ 0.27 |1,800| 0.05 | 2,100 0.09
4 |3200| 015 |2600| 0.13 |3600| 018 | 8000| 0.33 |1300| 0.07 | 1,600 0.11
5 |2600| 018 |2100| 0.16 |2900| 0.21 6,500 0.39 | 1,060| 0.09 | 1,250 0.17
6 |2100| 0.2 1,700 | 0.18 |2400| 025 | 5200 0.46 900 | 0.1 1,050 | 0.19
8 |1600| 024 |1300| 0.2 1,800 | 029 | 4200 0.51 650 | 0.14 800 | 0.26
10 | 1,300 | 0.27 | 1,000 024 |1500 032 | 3,400 0.61 550 | 0.17 630 | 0.33
12 | 1,100 | 0.29 850 | 026 |1,200| 0.36 | 2,700/ 0.73 450 | 0.2 530 | 0.39

min” [mm/rev.

mm/rev.| min™

Recommended Cutting Condition

mm/rev.| min” |mm/rev.

min™' [mm/rev.

2 |5800| 005 |4700| 004 |6500| 007 |10,500f 0.14 |2,600| 0.03 | 3,100 0.07
3 |4300| 0.1 3,500 0.08 |490/| 0.12 |10,500| 0.23 | 1,800 | 0.04 | 2,100 | 0.08
4 |3%200| 013 |2600| 011 |3600| 015 | 8000f 028 | 1300 0.06 | 1600 0.09
5 |2600| 015 |2100| 014 |2900| 0.18 | 6500 033 | 1,050 0.08 | 1250 0.14
6 |2100| 017 |1,700| 0.15 |2400| 0.21 5200 0.39 900 0.09 | 1,050 | 0.16
8 |1600| 02 1,300 | 0.17 | 1,800 | 025 | 4200 0.43 650 | 0.12 800 | 0.22
10 | 1,300 | 023 |1,000| 0.2 1,500 | 0.27 | 3,400| 0.52 550 | 0.14 630 0.28
12 11,100 | 0.25 850 | 0.22 |1,200| 0.31 2,700| 0.62 450 | 0.17 530 | 0.33
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G S D - S S D G Recommended Cutting Condition

=
55 | |Strength | ~ 570N/mm’ ~ 830N/mm? 830 ~ 1110N/mm? ~ 830N/mm?
e

o

] 1 14,000 0.02 12,500 0.02 7,700 0.02 7,000 0.02
LB 2 7,000 0.06 6,100 0.06 3,850 0.06 3,500 0.06
v3 3 4,650 0.1 4,100 0.08 2,550 0.08 2,350 0.08

4 3,500 0.11 3,050 0.11 1,950 0.1 1,750 0.1
- 5 2,800 0.12 2,450 0.11 1,550 0.1 1,400 0.1
9% 6 2,350 0.14 2,050 0.13 1,300 0.12 1,150 0.12
B 7 2,000 0.16 1,750 0.15 1,100 0.14 1,000 0.14
8 1,750 0.18 1,550 0.18 960 0.15 875 0.15
20 9 1,550 02 1,350 0.22 855 0.18 780 0.18
28
= 10 1,400 0.21 1,250 0.22 770 0.18 700 0.18
o 1 1,250 0.22 1,100 0.22 700 0.18 650 0.18
0 12 1,150 0.23 1,000 0.22 650 02 585 0.2
mg 13 1,050 0.23 950 0.22 595 02 540 0.2
i
wn
SH nooa mm/rev. in’ mm/rev. in mm/rev.
;’égu 1 8,050 0.02 30,000 0.02 11,500 0.03
7 2 4,050 0.06 15,000 0.06 5,800 0.09
. 3 2,700 0.08 9,900 0.1 3,850 0.13
% J 4 2,000 0.09 7,450 0.1 2,900 0.15
58 5 1,600 0.1 5,950 0.12 2,300 0.17
- 6 1,350 0.12 4,950 0.14 1,950 0.19
S5 7 1,150 0.14 4,250 0.16 1,650 0.22
3 8 1,000 0.15 3,700 0.18 1,450 0.24
%g 9 895 0.17 3,300 02 1,280 0.27
10 805 0.18 3,000 0.23 1,150 0.29
Zy 11 730 0.18 2,700 0.23 1,050 0.3
S 2
25 12 670 0.2 2,480 0.23 960 0.31
13 620 0.2 2,300 0.23 890 0.31
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SSD-TSD

Recommended Cutting Condition

> .o
5
2.5 3,380 0.025 2,550 0.025 1,900 0.015 2,380 0.02 -
3 2,700 0.05 2,000 0.05 1,500 0.025 1,880 0.05 5 §
5 1,700 0.063 1,280 0.063 960 0.038 1,190 0.063 “ g'
8 1,050 0.13 780 0.13 590 0.076 730 0.13
11 750 0.15 560 0.15 425 0.076 520 0.18 =
19 440 0.23 330 0.23 255 0.13 300 0.23 § %
30 260 0.28 195 0.28 145 0.18 180 0.18 5
2
E
38
2.5 1,400 0.015 2,550 0.025 1,400 0.02 3,180 0.042 % 5
ehs
3 1,100 0.02 2,000 0.05 1,100 0.025 2,500 0.05 2 ?ju
5 700 0.025 1,280 0.063 700 0.038 1,590 0.063 %3
8 430 0.038 780 0.13 430 0.076 970 0.13 -
11 310 0.05 560 0.15 430 0.076 700 0.18 % g
19 180 0.05 330 0.23 180 0.13 440 0.23 % :}3
30 107 0.076 195 0.28 107 0.18 240 0.3 8<
&8
2.5 2,250 0.025 6,400 0.038 8,600 0.038 6,400 0.038 3,380 0.025 ‘5? o
3 2,000 0.05 5,000 0.063 6,800 0.063 5,000 0.063 2,700 0.05 (% ‘c;
ok
5 1,280 0.063 3,200 0.076 4,300 0.076 3,200 0.076 1,700 0.063 g—.‘
8 780 0.13 2,000 0.18 2,600 0.18 2,000 0.18 1,050 0.13 -
11 560 0.15 1,400 0.2 1,900 0.2 1,400 0.2 750 0.15 § T
19 330 0.23 820 0.3 1,100 0.3 820 0.3 440 0.23 g;‘,
30 195 0.28 490 0.38 660 0.38 490 0.38 260 0.28
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F?B g?gg Recommended Cutting Condition

=z
=5 | | material | 700 ~ 1000N/mm’ | 800 ~1200N/mm® | |
L
O
min” mm/rev. | min” mm/rev. | min” mm/rev. min” mm/rev.
2 2,630 0.03 2,100 0.025 4,200 0.06 1,680 0.05
5 E 25 2,100 0.04 1,680 0.03 3,300 0.08 1,310 0.06
T =
g 3 1,680 0.05 1,310 0.04 2,630 0.1 1,050 0.08
4 1,310 0.06 1,050 0.05 2,100 0.13 840 0.1
= 5 1,050 0.06 840 0.05 1,680 0.13 660 0.1
]
g % 6 840 0.08 660 0.06 1,310 0.16 530 0.13
5 8 660 0.1 530 0.08 1,050 0.2 420 0.17
10 530 0.13 420 0.1 840 0.25 330 0.21
79 13 420 0.13 330 0.1 660 0.25 260 0.21
D O
39
w QO
wn
C
o
Mo
pslel
=)
3
wn
Co
To
m o
3
22
o)
53
O3
&3
9
Q
g
g_ o
o3
8L
<
>
£2
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Recommended Cutting Condition

x.c
)

25 3,380 0.025 2,550 0.025 1,900 0.015 2,380 0.02 -
3 2,700 0.05 2,000 0.05 1,500 0.025 1,880 0.05 5 S
5 1,700 0.063 1,280 0.063 960 0.038 1,190 0.063 E %_"

8 1,050 0.13 780 0.13 590 0.076 730 0.13

11 750 0.15 560 0.15 425 0.076 520 0.18 =
19 440 0.23 330 0.23 255 0.13 300 0.23 ; §
30 260 0.28 195 0.28 145 0.18 180 0.18 3

prlw)
D Q
]
39
n QO
mm/rev. mm/rev. mm/rev. mm/rev.
2.5 1,400 0.015 2,550 0.025 1,400 0.02 3,180 0.042 % s
3 1,100 0.02 2,000 0.05 1,100 0.025 2,500 0.05 % %_;
0
5 700 0.025 1,280 0.063 700 0.038 1,590 0.063 %3
«Q
8 430 0.038 780 0.13 430 0.076 970 0.13
11 310 0.05 560 0.15 430 0.076 700 0.18 % 0
mo
19 180 0.05 330 0.23 180 0.13 440 0.23 3 3
Py Q
30 107 0.076 195 0.28 107 0.18 240 0.3 o~
T O
%) )
23
&2
=)
2.5 2,250 0.025 6,400 0.038 8,600 0.038 6,400 0.038 3,380 0.025 g o
(SR ]
3 2,000 0.05 5,000 0.063 6,800 0.063 5,000 0.063 2,700 0.05 ?) 930
O @
5 1,280 0.063 3,200 0.076 4,300 0.076 3,200 0.076 1,700 0.063 %‘
«Q
8 780 0.13 2,000 0.18 2,600 0.18 2,000 0.18 1,050 0.13
11 560 0.15 1,400 0.2 1,900 0.2 1,400 0.2 750 0.15 P T
B
19 330 0.23 820 0.3 1,100 0.3 820 0.3 440 0.23 i-g
x
30 195 0.28 490 0.38 660 0.38 490 0.38 260 0.28
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Dao doa Carbide

Carbide Machine Chucking Reamers

FUMLE =&

* Kich thwéc 1/10 va kich thuwéc 1/100 cé san.

o

3o

5]

Units: mm
_&
= 3'5; (D) @ 1@ | | M (D) @ 1@ | | M

> 1 6 | - | 3 | 4 - 4.1 19 | 43 | 75 | 4 -
11 8 | - | 4| 4 - 42 19 | 43 | 75 | 4 =
s 12 8 | - | 4| 4 - 43 21 | 47 | 80 | 4 -
28 13 8 | - | 4| 4 - 4.4 21 | 47 | 80 | 4 =
2 & 14 8 | - | 4 | 4 - 45 21 | 47 | 80 | 4 -
15 8 | - | 4| 4 - 46 21 | 47 | 80 | 4 -
§ 16 122 ] - | 48] 4 - 47 21 | 47 | 80 | 4 -
So 17 12 - [ 48] 4 - 48 23 | 52 | 8 | 4 -
3 % 18 12| - | 48 | 4 - 49 23 | 52 | 86 | 4 -
g3 19 |12 - [ 4] 4 - 5 23 | 52 | 86 | 4 -
H 2 11 | 24 | 49 | 4 - 5.1 23 | 52 | 86 | 4 -
2.1 1| 24 | 49 [ 4 - 5.2 23 | 52 | 8 | 4 -
29 2.2 12 | 26 | 53 | 4 - 5.3 23 | 52 | 8 | 4 -
ms 23 | 12 | 2 | 53 | 4 - 54 | 2 | 57 | 93 | 4 -
38 2.4 14 | 28 | 57 | 4 - 55 26 | 57 | 93 | 4 -
© 25 14 | 28 | 57 | 4 - 5.6 2% | 57 | 93 | 4 -
] 26 14 | 28 | 57 | 4 - 5.7 2% | 57 | 93 | 4 -
o 2.7 15 | 32 | 61| 4 - 58 2% | 57 | 93 | 4 -
2 28 15 | 32 | 61| 4 - 59 2% | 57 | 93 | 4 -
83 29 15 | 3 | 61| 4 = 6 26 | 57 | 93 | 6 =
3 15 | 32 | 61| 4 - 6.1 28 | 63 | 101 | 6 -
o 3.1 16 | 35 | 65 | 4 = 6.2 28 | 63 | 101 | 6 =
3o 3.2 16 | 35 | 65 | 4 - 6.3 28 | 63 | 101 | 6 -
%% 33 16 | 35 | 65 | 4 = 6.4 28 | 63 | 101 | 6 =
S 34 18 | 40 | 70 | 4 - 6.5 28 | 63 | 101 | 6 -
a 35 18 | 40 | 70 | 4 - 6.6 28 | 63 | 101 | 6 -
36 18 | 40 | 70 | 4 - 6.7 28 | 63 | 101 | 6 -
o 3.7 18 | 40 | 70 | 4 - 6.8 31 | 69 | 109 | 6 -
82 38 19 | 43| 75| 4 - 6.9 31 | 69 | 109 | 6 -
£6 3.9 19 | 43 | 75 | 4 - 7 31 | 69 | 109 | 6 -
4 19 | 43 | 75 | 4 - 7.1 31 | 69 | 109 | 6 -
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Dao doa Carbide

Carbide Machine Chucking Reamers

BULLE

+0.002
+0.008

* Kich thwéc 1/10 va kich thwdc 1/100 cé sdn.

Units: mm

(D) @@ Mm (D) @ 1@ |m
7.2 31 69 | 109 6 - 12 44 | 105 | 151 6 -
7.3 31 69 | 109 6 - 12.5 44 | 105 | 151 6 -
7.4 31 69 | 109 6 - 13 44 | 105 | 151 6 -
7.5 31 69 | 109 6 - 1.01~149| 8 - | 435 | 4 -
7.6 31 69 | 109 6 - 1.51~1.99| 12 - 48 4 -
7.7 31 69 | 109 6 - 2.01~2.09| 11 24 49 4 -
7.8 31 69 | 109 6 - 2.11~229| 12 26 53 4 -
7.9 31 69 | 109 6 - 2.31~259| 14 28 57 4 -
8 31 69 | 110 6 - 261~299| 15 32 61 4 -
8.1 31 69 | 110 6 - 3.01~3.29 | 16 35 65 4 -
8.2 31 69 | 110 6 - 3.31~369| 18 40 70 4 -
8.3 31 69 | 110 6 - 3.71~399| 19 43 75 4 -
8.4 31 69 | 110 6 - 401~419| 19 43 75 4 -
8.5 31 69 | 110 6 - 421~469| 21 47 80 4 -
8.6 33 69 | 110 6 - 471~499| 23 52 86 4 -
8.7 33 69 | 110 6 - 5.01~529| 23 52 86 4 -
8.8 33 69 | 110 6 - 5.31~5.89| 26 57 93 4 -
8.9 33 69 | 110 6 - 591~599| 26 57 93 6 -
9 33 80 | 125 6 - 6.01~6.69| 28 63 | 101 6 -
9.1 33 80 | 125 6 - 6.71~6.99 | 31 69 | 109 6 -
9.2 33 80 | 125 6 - 7.01~7.89| 31 69 | 109 6 -
9.3 33 80 | 125 6 - 791~799| 31 69 | 110 6 -
9.4 33 80 | 125 6 - 8.01~8.49| 31 69 | 110 6 -
9.5 33 80 | 125 6 - 8.51~8.89 | 33 69 | 110 6 -
9.6 36 90 | 133 6 - 8.91~899| 33 80 | 125 6 -
9.7 38 90 | 133 6 - 9.01~9.49 | 33 80 | 125 6 -
9.8 36 90 | 133 6 - 9.51~9.99 | 36 90 | 133 6 -
9.9 36 90 | 133 6 - 1001~1049 | 41 95 | 142 6 -
10 36 90 | 133 6 - 1051~1099 | 41 95 | 142 6 -
10.5 38 87 | 133 6 - 1101~1149 | 44 | 105 | 151 6 -
11 41 95 | 142 6 - 1151~119 | 44 | 105 | 151 6 -
11.5 4 96 | 142 6 - 1201~1206 | 44 | 105 | 151 6 -
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S\ 0wo0oaReamers
@ E006

Dao doa may
Short Machine Chucking Reamers

* Kich thwéc 1/10 va kich thuwéc 1/100 cé san.
* Duw6i 3,75mm véi loai diém & ca hai bén.
* Trén 3,75mm vé&i 16 trung tam & ca hai bén.

= D=37

o= — = >

° D>3.8
— 8 == = ik

Units: mm

s(|ug
ueoyy NN

(D) (9) (d) L) (D) (9) (d) (L)
20 2 11 2 49 - 44 21 5 80 -
% § 2.1 11 2 49 = 45 21 5 80 =
= 22 12 3 53 - 46 21 5 80 -
23 12 3 53 - 47 21 5 80 -
% 5 24 14 3 57 - 48 23 5 86 -
§ § 25 14 3 57 - 49 23 5 86 -
< 26 14 3 57 - 5 23 5 86 -
- 27 15 3 61 - 5.1 23 5 86 -
@ 28 15 3 61 - 5.2 23 5 86 -
m % 2.9 15 3 61 - 5.3 23 5 86 -
22 3 15 3 61 - 54 2 6 93 -
. 3.4 16 4 65 - 55 26 6 93 -
3.2 16 4 65 - 56 2 6 93 -
é g 33 16 4 65 - 5.7 26 6 93 -

o3

&2 3.4 18 4 70 - 5.8 26 6 93 -
35 18 4 70 = 5.9 2 6 93 =
§ . 36 18 4 70 - 6 26 6 93 -
22 37 18 4 70 - 6.1 28 6 101 -
] 3.8 19 4 75 - 6.2 28 6 101 -
a 3.9 19 4 75 - 6.3 28 6 101 -
4 19 4 75 - 6.4 28 6 101 -
g3 41 | 19 4 75 - 65 | 28 6 | 101 -
2§ 42 19 4 75 - 6.6 28 6 101 -
43 21 5 80 - 6.7 28 6 101 =
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Dao doa may
Short Machine Chucking Reamers

@ E006

Units: mm

D) @ | @ | O - (D) @ | @ | O -
6.8 31 109 - 9.9 38 | 10 | 133 -
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8

6.9 31 8 109 - 10 38 10 133 -
7 31 8 109 - 11 41 10 142 -
7.1 31 8 109 - 12 4 10 151 -
7.2 31 8 109 - 13 44 10 151 -
7.3 31 8 109 - 14 47 14 160 -
74 31 8 109 - 15 50 14 162 -
7.5 31 8 109 - 16 52 14 170 -
7.6 33 8 117 - 17 54 14 175 -
7.7 33 8 117 - 18 56 14 182 -
7.8 33 8 117 - 19 58 16 189 -
7.9 33 8 117 - 20 60 16 195 -
8 33 8 117 - 201~ 203 11 2 49 -
8.1 33 8 117 - 247~ 249 14 3 57 -
8.2 33 8 117 - 251~ 253 14 3 57 -
8.3 33 8 117 - 297~ 299 15 3 61 -
8.4 33 8 117 - 3.01~ 3.03] 16 4 65 -
8.5 33 8 117 - 3.97 ~ 399 19 4 75 -
8.6 36 10 125 - 401~ 4.03] 19 4 75 -
8.7 36 10 125 - 497 ~ 499 23 5 86 -
8.8 36 10 125 - 5,01~ 503 23 5 86 -
8.9 36 10 125 - 597 ~ 5.99| 26 6 93 -
9 36 10 125 - 6.01 ~ 6.03] 28 6 101 -
9.1 36 10 125 - 797~ 799 33 8 117 -
9.2 36 10 125 - 8.01 ~ 8.03] 33 8 117 -
9.3 36 10 125 - 9.01 ~ 9.03| 36 10 125 -
9.4 36 10 125 - 9.97 ~ 9.99] 38 10 133 -
9.5 36 10 125 - 10.01 ~ 10.03) 38 10 133 -
9.6 38 10 133 - 11.97 ~11.99) 41 10 151 -
9.7 38 10 133 - 12.01 ~12.03| 44 10 151 -
9.8 38 10 133 -
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S\ 0wo0oa Reamers

Dao doa tay
= Hand Reamers & Spiral Hand Reamers
- —_— .
* Dwdi 3,75mm véi loai diém & ca hai bén
* Trén 3,75mm véi 16 trung tdm & ca hai bén D=d
- DIN 206-A
o ] = ——8
3 p ‘
- - SPHR -
=z Units: mm
o =3
SN
@ g’, (D) (£1) (L) (N)
2 25 50 4 - -
2.2 27 54 4 - -
o 25 29 58 4 - -
o 2.8 31 62 4 - -
39 3 31 62 6 - -
= 3.2 33 66 6 = =
35 35 71 6 - -
@ 4 38 76 6 - -
ﬁ g 45 41 81 6 - -
o3 5 44 87 6 = =
58 55 47 93 6 - -
a 6 47 93 6 - -
7 54 107 6 - -
25 8 58 115 6 - -
ﬁ 8 9 62 124 6 - -
,‘a§ 10 66 133 6 = =
o 11 71 142 6 - -
S 12 76 152 6 - -
13 76 152 6 - -
55 14 81 163 8 - -
o 15 81 163 8 - -
2 16 87 175 8 = —
17 87 175 8 - -
o 18 93 188 8 = —
3 o 19 93 188 8 - -
3 20 100 201 8 — -
°F 22 107 215 8 - -
5 24 115 231 8 - —
25 115 231 8 - -
2 115 231 8 - —
g 27 124 247 10 - -
oz 28 124 247 10 - -
% © 29 124 247 10 - -
30 124 247 10 = -

E005
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Recommended Cutting Condition

_=
2~4 5~8 9~12 13~20 5&
Steels <500 N/mm’ 12 ~ 16 005~015| 01 ~02 | 0.15~025| 0.2 ~0.3 °
Steels 500 ~ 700 N/mm’ 10 ~ 12 0.05~0.15| 01 ~02 | 0.15~025| 02 ~0.3 —
Steels 700 ~ 800 N/mm® 6~ 8 0.05 ~ 0.1 0.08 ~0.16 | 0.1 ~02 | 0.15~0.25 =
Alloy Steels.Carbon Steels Castings <500 Nimm® | 6 ~10 | 0.05~ 04 | 0.08~ 0.6 | 01 ~02 | 0.15~ 0.25 g‘ S
Alloy Steels.Carbon Steels Castings >500 Nimm? 4~ 6 005~01 | 008~0.16| 01 ~02 | 0.15~0.25 S
Alloy Steels-Carbon Steels Castings 4~ 6 0.03 ~0.08 | 0.06 ~ 0.1 0.08 ~0.15| 0.1 ~0.2 —
Cast Iron<200HB 12 ~14 0.05~0.15| 001 ~02 | 0.15~025| 02 ~0.3 =
et}
Cast Iron>200HB 10 ~ 12 0.05 ~ 0.1 0.08 ~0.16 | 0.1 ~02 | 0.15~0.25 g é
AL-AL Alloy 16 ~ 20 01 ~02 | 015~025| 02 ~03 | 025~04 §
Mg-Mg.Alloy 10 ~ 16 01 ~02 015~025| 02 ~03 025~04
CU-Brass 16 ~ 18 01 ~02 015~025| 02 ~03 025~04 >
O
Stainless Steels 4~ 6 0.03 ~0.08 | 0.06 ~01 | 0.08~0.15| 0.1 ~0.2 § 8
o
Plastics 8~12 01 ~02 |02 ~03 | 03 ~04 |04 ~05 a8
(92}
[
To
M o
pelel
o
a
(72}
co
o
mo
i)
28
o
3
L1
&8
o)
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2%
g_ o
03
8L
g
g3
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=
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>rcr \\ Dao Phay SUPER Coating

Side Slot Face MG
% ?E £
e E% UDATA F025 ~028

Dao phay mat phang (~65HRC) e
=£ 2-Flute End Mills for Hardened Steels
e E N = <6 0~
s BRUEE =
* Thiét ké chuyén dung dé gia cong vat liéu co do cirng cao, cat kho va cat tbe d6 cao.
* Bé mat gia cong sang bong vuot troi.
* Kha nang chong mai mon cao.
EE St:(] 8
° 2 |
L
Units: mm
=
°x (D) (9) (d) (L)
g 1 3 4 50 -
| 15 4 4 50 =
2 6 4 50 -
g g 25 8 4 50 -
o8 8 4 50 -
w
8 6 50 =
® 35 10 4 50 -
ﬁ g 35 10 6 50 =
8B
= 4 11 6 50 -
«Q
45 1 6 50 -
@ 5 13 6 50 =
m8 13 6 50
59 55 -
gs 6 16 6 50 -
6.5 16 8 60 -
7 20 8 60 -
5 g 75 20 8 60 -
93 8 20 8 60 -
P<
8.5 20 10 75 -
o 9 20 10 75 =
Q
g g 95 22 10 75 -
=3 10 25 10 75 =
93
2< 11 30 12 75 -
- 12 32 12 75 =
14 40 14 100 -
Z o
°Z 16 40 16 100 —
S8 18 40 18 100 -
20 45 20 100 =

F0O01



e yy// >crTr

Side Face MG
@ UD‘“A F029 ~030

Dao phay méat phang (~65HRC) New
4-Flute End Mills for Hardened Steels =
BLOUE = 5
* Thiét ké chuyén dung dé gia cong vat liéu co do cirng cao, cat kho va cat tbe d6 cao. .
* Bé mat gia cong sang bong vuot troi.
* Kha nang chong mai mon cao.
i 3 E
E .
Units: mm
E
(D) (0) (d) ) =%
1 3 4 50 - '8
15 4 4 50 - I
2 6 4 50 -
25 8 4 50 - 0g
8 4 50 - 3 g
[
8 6 50 =
35 10 4 50 - o
35 10 6 50 = 15
11 4 50 - o2
4 1 6 50 - g-‘
45 11 6 50 -
5 13 6 50 - % o
55 13 6 50 - m §
6 16 6 50 - §2
6.5 16 8 60 - |
7 20 8 60 -
75 20 8 60 - 3 g
8 20 8 60 - 3
8.5 20 10 75 -
9 20 10 75 - =
95 22 10 75 - 9
10 25 10 75 - 3
11 30 12 75 - 22
12 32 12 75 - -
14 40 14 100 - N
16 40 16 100 = EF
18 40 18 100 - 2§
20 45 20 100 —
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>rcr \\ Dao Phay SUPER Coating

Side
€)(S) 68 )8 oo

Dao phay goc bo R (~65HRC) ew
=£ 4-Flute Radius End Mills for Hardened Steels
2 = 3 SNl corverl el || P <6 0~-
s BEUSEW.. Bz
* Thiét ké chuyén dung dé gia cong vat liéu c6 do cirng cao, cat kho va cét tbe do cao.
* Bé mat gia cong sang bong vuot tréi.
* Kha nang chong mai mon cao.
£
3o
(o] ///5 ,Y.,
] %’I:[ [ I Iz
| e |
= L
o &
%? Units: mm
5
| D | R | @ | @ | L O | R | @ | @ | WL
5o 3 0.2 8 4 50 - 6 05 | 16 6 50 -
- 3 02 8 6 50 = 6 1 | 16 6 50 -
R
3 0.3 8 4 50 - 8 03 | 20 8 60 -
® 3 0.3 8 6 50 - 8 05 | 20 8 60 =
So
3o 3 | 05 8 4 50 - 8 1 20 8 60 -
93
22 3 05 8 6 50 - 8 15 | 20 8 60 -
«Q
4 02 | 11 4 50 - 8 2 20 8 60 -
wn
S 4 02 | 11 6 50 - 10 | 03 | 25 10 | 75 =
mo
53 4 03 | 11| 4 | 50 - 10 05 25 | 10 | 75 -
g~<
4 03 | 11 6 50 - 10 1 25 10 | 75 =
4 05 | 11 4 50 - 10 | 15 | 25 10 | 75 -
Iy
23 4 05 M 6 | 50 - 10 | 2 | 25 | 10 | 75 -
53
4 1 11 4 50 - 10 | 25 | 25 10 | 75 -
o 4 1 11 6 50 - 12 | 05 | 32 12 | 75 =
Q
3
°g 5 |02 | 13 6 | 50 - 12 | 1 32 | 12 75 -
o
] 5 03 138 | 6 | 50 - 2 15 2 | 12 75 -
- 5 05 | 13 6 50 - 12 2 32 12 | 75 -
z 5 1 13 6 50 - 12 | 25 | 32 12 | 75 =
52
Sz 6 02 | 16 6 50 - 12 3 32 12 | 75 -
< ©
6 03 | 16 6 50 =

F003



Dao Phay SUPER Coating // rr

Side ) (" Slot
€)(6) 68 e oo

Dao phay ranh sau (~65HRC) oy

2-Flute Long Neck End Mills for Hardened Steels

BRUEE =

* Thiét ké chuyén dung dé gia cong vat liéu co dd cirng cao, cat kho va cat toc d6 cao.

* Bé mat gia cong sang bong vuot troi.

* Kha nang chong mai mon cao. _gl R s 2

———— atm_,_q 3
-2 21
L
Units: mm

D) | (@) ] (@) | ) | @ | (L) ) | (@) ] @ | d)| @ |
0.4 1 06 | 037 4 45 0.9 15 1.4 | 0.85 4 50 -
0.4 2 06 | 0.37 4 45 1 4 15 | 0.95 4 45 -
0.4 3 06 | 037 4 45 1 1.5 | 0.95 4 45 -
0.4 4 06 | 0.37 4 45 1 15 | 0.95 4 45 -
0.4 5 06 | 0.37 4 45 1 1.5 | 0.95 4 45 -
0.5 2 0.7 | 045 4 45 1 10 15 | 0.95 4 45 -
0.5 3 0.7 | 045 4 45 1 12 15 | 0.95 4 45 -
0.5 4 0.7 | 045 4 45 1 14 15 | 0.95 4 50 -
0.5 6 0.7 | 045 4 45 1 16 15 | 0.95 4 50 -
0.5 8 0.7 | 045 4 45 1 20 1.5 | 0.95 4 55 -
0.6 2 09 | 055 4 45 1.2 4 18 | 1.15 4 45 -
0.6 & 09 | 055 4 45 1.2 6 1.8 | 1.15 4 45 -
0.6 4 09 | 055 4 45 1.2 8 18 | 1.15 4 45 -
0.6 6 09 | 055 4 45 1.2 10 18 | 1.15 4 45 -
0.6 8 09 | 055 4 45 1.2 12 18 | 1.15 4 45 -
0.6 10 09 | 0.55 4 45 1.2 16 1.8 | 1.15 4 50 -
0.7 2 1 0.65 4 45 14 6 21 | 1.35 4 45 -
0.7 4 1 0.65 4 45 1.4 8 21 | 1.35 4 45 -
0.7 6 1 0.65 4 45 1.4 10 21 | 1.35 4 45 -
0.7 1 0.65 4 45 1.4 12 21 | 1.35 4 45 -
0.7 10 1 0.65 4 45 14 14 21 | 1.35 4 50 -
0.8 2 12 | 0.75 4 45 14 16 21 | 1.35 4 50 -
0.8 4 12 | 0.75 4 45 1.4 22 21 | 1.35 4 55 -
0.8 6 12 | 0.75 4 45 1.5 6 2.3 | 145 4 45 -
0.8 8 12 | 0.75 4 45 1.5 8 23 | 145 4 45 -
0.8 10 12 | 0.75 4 45 1.5 10 23 | 145 4 45 -
0.8 12 12 | 0.75 4 45 15 12 23 | 145 4 45 -
0.9 6 14 | 0.85 4 45 1.5 14 23 | 145 4 50 -
0.9 8 14 | 0.85 4 45 1.5 16 2.3 | 145 4 50 -
0.9 10 14 | 0.85 4 45 1.5 18 23 | 145 4 55 -
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S\ 00 Fiay SUPERCoating
@ F033 ~036

Dao phay ranh sau (~65HRC) e
g% 2-Flute Long Neck End Mills for Hardened Steels Units : mm
D | (2) | (@ | (d2) | @ | (L) D | (@) | (8 | d) | d | (L)
| 15 | 20 | 23 145 4 | 55 - 25 | 20 | 37 | 24 | 4 | 60 -
= 16 | 6 | 24 155 4 | 45 - 25 | 26 | 37 |24 4 | 70 -
S8 16 | 8 | 24 155 4 | 45 - 25 1 30 | 37 | 24 | 4 | 80 -
° 16 | 10 | 24 155 4 | 45 - 3 8 45 28 6 | 45 -
18 | 12 | 24 155 4 | 45 - 3 0 10 45 28 6 | 45 -
_ 16 | 14 | 24 155 4 | 50 = 3 12 | 45 28 6 | 50 =
o5 16 | 16 | 24 155 4 | 50 & - 3 14 45 285 6 | 50 | -
g §, 16 | 18 | 24 155 4 | 55 - 3 16 45 28 6 | 55 —
16 | 20 | 24 155 4 | 55 - 3 | 18 | 45 28 6 | 55 -
16 | 26 | 24 155 4 | 60 - 3 20 | 45 28 6 | 60 =
29 18 | 6 | 27 (175 4 | 45 - 3 | 2 | 45 28 6 | 70 -
% o 18 | 8 | 27 (175 4 | 45 - 3 | 30 | 45 28| 6 | 70 -
o 18 | 10 | 27 175 | 4 | 45 - 3 | 3 | 45 285 6 | 80 -
18 12 | 27 175 4 | 45 = 3 40 | 45 28 6 | 90 =
e_ 18 | 14 | 27 [ 175 4 | 50 - 4 10 6 |38 6 | 50 -
238 18 | 16 | 27 175 4 | 50 - 4 12 | 6 |38 6 | 50 =
Sof 18 | 18 | 27 175 4 | 55 | - 4 16 6 385 6 60 -
3 18 | 20 | 27 | 175 4 | 55 - 4 | 20 | 6 38| 6 | 60 -
B 18 | 26 | 27 (175 4 | 65 - 4 | 2% 6 38 6 | 70 -
S8 2 3 195 4 | 45 = 4 30 6 38 6 70 =
oD 2 3 195 4 | 45 - 4 | 3 6 38 6 | 80 -
3= 2 |10 3 195 4 | 45 = 4 | 40 | 6 |38 6 90 —
S 2 | 12 3 195 4 | 45 - 4 | 46 6 38 6 | 90 -
5 2 | 14 3 195 4 | 50 - 4 50 | 6 |38 6 | 100 -
2 g 2 | 16 3 195 4 | 50 - 5 | 16 | 75 48 6 | 60 -
53 2 | 18 3 195 4 | 55 = 5 20 75 48 6 | 60 -
2 | 20 3 195 4 | 55 - 5 | 26 | 75 48 6 | 70 -
o 2 | 2 3 195 4 | 60 - 5 30 75 48 6 | 80 —
5 2 | 2 3 195 4 | 60 - 5 | 3 | 75 48 6 | 80 -
o 2 |3 3 195 4 | 70 - 5 40 | 75 48 6 | 80 =
2 25 | 8 | 37 | 24 4 | 45 - 5 50 | 75 |48 6 | 110 -
- 205 | 10 | 37 | 24 | 4 | 45 - 6 20 9 58 6 | 80 -
> 25 | 12 | 37 | 24 | 4 | 45 - 6 30 9 58 6 | 90 -
- 25 | 14 | 37 |24 4 | 50 = 6 40 | 9 |58 6 | 100 =
=3 05 | 16 | 37 | 24 | 4 | 55 - 6 5 9 58| 6 110 -
25 | 18 | 37 | 24 4 | 55 -

F005



Dao Phay SUPER Coating // P Y =~ ad

Side | (" Slot

Dao phay cau ranh sau (~65HRC) o
2-Flute Long Neck Ball End Mills for Hardened Steels
OO)]] * kel 5 Fetaste
* Thiét ké chuyén dung dé gia cong vat liéu co dd cirng cao, cat kho va cat toc d6 cao.
* Bé mat gia cong sang bong vuot troi.
* Kha ndng chong mai mon cao.
N s— B
<y,
Units: mm
R) (24) (D) (d2) (2 (d) L
0.2 05 04 0.37 0.4 4 45
0.2 1 0.4 0.37 0.4 4 45
0.2 1.5 04 0.37 0.4 4 45
0.2 2 0.4 0.37 0.4 4 45
0.2 3 0.4 0.37 0.4 4 45
0.2 4 0.4 0.37 0.4 4 45
0.2 5 0.4 0.37 0.4 4 45
0.25 1 0.5 0.45 0.5 4 45
0.25 2 0.5 0.45 0.5 4 45
0.25 3 0.5 0.45 0.5 4 45
0.25 4 0.5 0.45 0.5 4 45
0.25 5 0.5 0.45 0.5 4 45
0.25 6 0.5 0.45 0.5 4 45
0.25 8 0.5 0.45 0.5 4 45
0.3 1 0.6 0.55 0.6 4 45
0.3 2 0.6 0.55 0.6 4 45
0.3 3 0.6 0.55 0.6 4 45
0.3 4 0.6 0.55 0.6 4 45
0.3 5 0.6 0.55 0.6 4 45
0.3 6 0.6 0.55 0.6 4 45
0.3 8 0.6 0.55 0.6 4 45
0.3 10 0.6 0.55 0.6 4 45
0.4 2 0.8 0.75 0.8 4 45
0.4 4 0.8 0.75 0.8 4 45
0.4 6 0.8 0.75 0.8 4 45
0.4 8 0.8 0.75 0.8 4 45
0.4 10 0.8 0.75 0.8 4 45
0.5 3 1 0.95 1 4 45
0.5 4 1 0.95 1 4 45
0.5 5 1 0.95 1 4 45
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S\ 00 Fiay SUPERCoating
@ F037 ~038

Dao phay cau ranh sau (~65HRC) o
g% 2-Flute Long Neck Ball End Mills for Hardened Steels Units: mm
e
o
(R) (24) (D) (d2) (9) (d) L)
05 6 1 0.95 1 4 45 -
= 05 7 1 0.95 1 4 45 -
23 05 8 1 0.95 1 4 45 -
S 05 10 1 0.95 1 4 45 -
05 12 1 0.95 1 4 45 -
05 14 1 0.95 1 4 50 -
. = 05 16 1 0.95 1 4 50 -
=3 05 20 1 0.95 1 4 55 -
3 0.6 4 12 1.15 12 4 45 -
0.6 6 12 115 12 4 45 -
0.6 8 12 1.15 12 4 45 -
78 0.6 10 12 1.15 12 4 45 -
39 0.6 12 12 1.15 12 4 45 -
o8 0.7 8 14 1.35 14 4 45 -
0.7 12 14 1.35 14 4 45 -
z 0.7 16 14 1.35 14 4 50 -
i 0.75 4 15 1.45 15 4 45 -
o3 0.75 6 15 145 15 - 45 -
5" 0.75 8 15 145 15 4 45 -
0.75 10 15 145 15 4 45 =
@ 0.75 12 15 1.45 15 4 45 -
i 8 0.75 14 15 145 15 4 50 -
33 0.75 16 15 1.45 15 4 50 -
o 0.75 20 15 145 15 4 55 -
—] 0.8 8 16 155 16 4 45 -
o 0.8 12 16 155 16 4 45 -
@ ?jj 0.8 16 16 1,55 16 4 50 -
25 0.8 20 16 155 16 4 55 -
0.9 8 18 175 18 4 45 -
5 0.9 12 18 175 18 4 45 -
o 0.9 16 18 1.75 18 4 50 -
3% 0.9 20 18 1.75 18 4 55 -
g8 1 4 2 1.95 2 4 45 -
O <
i 1 6 2 195 2 4 45 -
1 8 2 1.95 2 4 45 -
Z 1 10 2 1.95 2 4 45 =
e 1 12 2 1.95 2 4 50 -
&6 1 14 2 1.95 2 4 50 -
1 16 2 1.95 2 4 50 -
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- DsoPhay suPER Coating // R
@ F037 ~038

Dao phay cau ranh sau (~65HRC)

2-Flute Long Neck Ball End Mills for Hardened Steels

New

Units: mm

R) (21) (D) (d2) (2) (d) (8]
1 18 2 1.95 2 4 55
1 20 2 1.95 2 4 55
1 22 2 1.95 2 4 60
1 26 2 1.95 2 4 70
1 30 2 1.95 2 4 70
1.25 8 2.5 2.4 2.5 6 50
1.25 10 25 24 25 6 50
1.25 16 25 2.4 25 6 55
1.25 20 25 2.4 25 6 60
1.5 8 3 2.85 3 6 50
1.5 10 3 2.85 3 6 50
1.5 12 3 2.85 3 6 50
1.5 14 3 2.85 3 6 55
1.5 16 3 2.85 3 6 55
1.5 18 3 2.85 3 6 60
1.5 20 3 2.85 3 6 60
1.5 26 3 2.85 3 6 70
1.5 30 3 2.85 3 6 70
1.5 36 3 2.85 3 6 80
2 10 4 3.85 4 6 60
2 12 4 3.85 4 6 60
2 16 4 3.85 4 6 60
2 20 4 3.85 4 6 65
2 26 4 3.85 4 6 70
2 30 4 3.85 4 6 70
2 36 4 3.85 4 6 80
2 40 4 3.85 4 6 90
2 46 4 3.85 4 6 90
2 50 4 3.85 4 6 100
2.5 16 5 4.85 5 6 60
25 20 5 4.85 5 6 60
2.5 26 5 4.85 5 6 70
25 30 5 4.85 5 6 80
2.5 36 5 4.85 5 6 80
3 20 6 5.85 6 6 80
3 30 6 5.85 6 6 90
3 40 6 5.85 6 6 100
3 50 6 5.85 6 6 110
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>rcr \\ Dao Phay SUPER Coating

Side | (" Slot
€)6)C)EEE

Dao phay mat phang (~55HRC)
=£ 2-Flute End Mills for Hardened Steels
2 'E iy g' < ~
s BRUEB:::::
* Thiét ké dé gia cong vat liéu da toi cirng cao.
* Phl hop cho cét kho va cat tée do cao nhd vat lidu thd va Iép phii méi phat trién.
* B& mit chi tiét gia cong dat chat lwgng tuyét voi.
E * C6 thé khoét ranh sau nhd phan cd dao thu nhd.
= Kha nang chéng mai mon vuot troi. . .
§ - # Kha nang chdng mai mon vuot troi 81 ———
| Pl T L
] _ﬂ_l 24
L | Units: mm
=
°x O | (@) | (@ | d2) | d | (L) D) | (@) | (8 | d2) | d | (L)
2l
g 0.1 — 0.2 — 4 40 - 2.5 6 2.5 2.4 6 55 -
0.2 — 0.4 — 4 40 - 8 8 8 2.85 6 55 -
| 0.3 — 0.6 — 4 40 - 3.5 9 35 | 3.3 6 55 -
0.4 - 0.8 - 4 40 - 4 10 4 3.85 6 55 -
& g 05 | - 1 - 4 40 - 5 13 5 | 485 | 6 55 -
Zo 0.6 — 1.2 — 4 40 - 6 15 6 5.85 6 55 -
48 0.7 — 1.4 — 4 40 - 8 20 8 7.7 8 65 -
0.8 - 1.6 — 4 40 - 10 25 10 9.7 10 75 -
0.9 — 2 — 4 40 - 12 28 12 | 11.7 | 12 85 -
1 8 15 | 0.95 6 50 - 16 32 16 | 157 | 16 90 -
g, 1.5 4 1.7 | 145 6 50 - 20 40 20 | 197 | 20 105 -
- 2 5 2 1.95 6 50 -
=0
£

Buneod Y3dns

%

€)C) @8k
o8
mo “ >
23 Dao phay mat phang (~55HRC)
o~ 4-Flute End Mills for Hardened Steels
ELUVEE =
a 8 * Thiét ké dé gia cong vat liéu co6 do cirng cao.
%) % * Phu hop v&i cat kho va cat tdc do cao nhd vat liéu méi va lop pha cai tién.
9 z * B& mat chi tiét gia cong dat chét Iucng hoan thién xuét s&c.
P< * Co thé khoét ranh sau nhé phan cb dao thu nhé.
Kha na hé ai m¢ t troi. o .
* Kha nang chong mai mon vuot troi Bl —
. BEE— I
@)
oO®
%% Units: mm
88
a D) | (@) ]| (@) | )| @ | (L) (!2 ) (d2)
1 3 . 0.95 6 - 5.85
Zq 1.5 4 1.7 | 145 6 50 - 8 20 8 7.7 8 65 -
oz 2 5 2 1.95 6 50 - 10 25 10 9.7 10 75 -
ag 3 8 3 2.85 6 55 - 12 28 12 117 | 12 85 -
: 4 10 4 3.85 6 55 - 16 32 16 | 157 | 16 90 -
B 13 B 4.85 6 55 - 20 40 20 | 197 | 20 105 -

F009
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Dao phay cau (~55HRC)
2-Flute Short Ball End Mills for Hardened Steels

30 R=3 +0.005
s 101®) "] 7 Kk

* Thiét ké dé gia cong vat liéu co do cirng cao. )
* Phu hop cho cat kho va cat toc dé cao nho vat liéu mai va I6p phu céi tién.
* Bé mat chi tiét gia cong dat chét lvgng hoan thién xuét sac.

* Thiét ké cho cac cong viéc phay c6 dd chinh xac cao.

* Kha ndng chong mai mon vuot troi. kel R
S

fa) o

S 7 ]

R —B‘l 2
L Units: mm

R [ (8) | () | (d) | d | (L R | (@) | (@ | d2) | @ | (L)
0.5 2.2 1 0.95 4 50 - 4 16 8 7.7 8 100 -
0.6 2.6 12 | 1.15 4 50 - 45 18 9 8.7 10 100 -
0.75 3 1.5 | 145 4 50 - 5 20 10 9.7 10 100 -

1 4 2 1.95 6 50 - 6 24 12 11.7 12 110 -
1.5 6 3 2.85 6 60 - 7 28 14 13.7 14 110 -

2 8 4 3.85 6 70 - 8 32 16 15.7 16 140 -
2.5 10 5 4.85 6 80 - 9 36 18 17.7 18 140 -

3 12 6 5.85 6 90 - 10 40 20 | 197 | 20 160 -
3.5 14 7 6.85 8 90 -

Dao phay cau (~55HRC)
2-Flute Ball End Mills for Hardened Steels

BOOE@::
R>3+0.01

* Thiét ké dé gia cong vat liéu co do cieng cao.

* Phu hop cho cat kho va cat téc do cao nhe vat liéu m&i va I&p pha tién tién.
* B& mat chi tiét gia cong dat d6 hoan thién xuét s&c.

* Thiét ké danh cho céc thao tac phay c6 d6 chinh xac cao.

* Kha nang chc")ng mai mon vuot troi.

e 8@@% E—

ad2

Units: mm

(24) (d2) - (21) (dz) -
1 25

4 - 3 6 -
0 15 = 0.5 = 4 - 4 2.85 6 -
0.2 - 0.6 - 4 40 - 2 10 5 3.85 6 60 -
025 | — 0.7 = 4 40 - 2.5 12 6 4.85 6 60 -
0.3 - 0.9 — 4 40 - 3 15 7 5.85 6 60 -
035 | — 1.1 = 4 40 - 4 15 9 7.7 8 60 -
0.4 - 1.2 - 4 40 - 4 15 9 7.7 8 80 -
045 | — 1.4 = 4 40 - 5 25 11 9.7 10 60 -
0.5 3 1.5 | 0.95 6 50 - 5 25 11 9.7 10 80 -
0.75 4 2 1.45 6 50 - 6 25 14 | 117 | 12 80 -

1 5 25 | 1.9 6 50 -

Fo10
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>rcr \\ Dao Phay SUPER Coating

6)C)E8 26 .

Dao phay mét phang
2-Flute End Mills

BRUEH:.

* Thiét ké cho hiéu suat téng quat trén thép cacbon, thép dung cu, thép hop kim va thép khong gi.
* Kha nang chong mai mon xuat sac. . ] ]
* U'ng dung trong gia cong toc dd cao, ca dieu kién cat wét va cat kho.

T E— T I

] L
Units: mm
_&
2 o [ @[ @[ 0 o[ @[ @O
3 0.1 0.2 4 50 - 45 11 6 50 -
] 02 04 4 50 - 5 13 6 50 -
29 0.3 0.6 4 50 - 55 13 6 50 -
% 5 0.4 0.8 4 50 - 6 16 6 50 =
ot 0.5 1 4 50 - 6.5 16 8 60 -
" 0.6 12 4 50 - 7 20 8 60 -
So 07 | 14 4 50 - 75 | 20 8 60 -
§ :;3 08 | 16 4 50 - 8 20 8 60 -
5" 0.9 1.8 4 50 - 85 20 10 75 -
1 3 4 50 - 9 20 10 75 -
Co 15 4 4 50 - 95 22 10 75 -
b 2 6 4 50 - 10 25 10 75 -
22 25 8 4 50 - 11 30 12 75 -
— 3 8 4 50 - 12 32 12 75 -
Lo 3 8 6 50 - 14 40 16 100 -
& 2 35 10 4 50 - 16 40 16 100 -
52 35 10 6 50 - 18 40 20 | 100 -
4 11 4 50 - 20 45 20 100 =
§8 4 11 6 50 -
a o
*
2
>
iz
=5

FO11
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Dao phay mét phang
4-Flute End Mills

BlUd:.

* Thiét k& cho hiéu suét téng quat trén thép cacbon, thép dung cu, thép hop kim va thép khong gi.

* Kha nang chéng mai mon xuét séc.
* Thiét k& 4 ranh gitip bé mét chi tiét gia cong min hon.
* Png dung trong gia cdng téc dd cao, ca diéu kién cit wét va cét kho.

R
|maN— e
2 |
L.
Units: mm

o | @ | @ | O o | ® | @ | O

1 3 4 50 - 6.5 16 8 60 -
1.5 4 4 50 - 7 20 8 60 -

2 6 4 50 - 75 20 8 60 -
2.5 8 4 50 - 8 20 8 60 -

3 8 4 50 - 8.5 20 10 75 -

3 8 6 50 - 9 20 10 75 -
3.5 10 4 50 - 9.5 22 10 75 -
8IS 10 6 50 - 10 25 10 75 -

4 11 4 50 - 11 30 12 75 -

4 11 6 50 - 12 32 12 75 -
45 11 6 50 - 14 40 16 100 -

5 13 6 50 - 16 40 16 100 -
55 13 6 50 - 18 40 20 100 -

6 16 6 50 - 20 45 20 100 -
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>rcr \\ Dao Phay SUPER Coating

1]

Dao phay lw&i dai mat phang

2-Flute Long End Mills

BRUE:.

* Thiét k& cho hiéu suét téng quat trén thép cacbon, thép dung cu, thép hop kim va thép khéng gi.

* Kha n&ng chéng mai mon xuét séc.
* Png dung trong gia cong téc dd cao, ca diéu kién cat wét va cat kho.

e eﬁim//j s

— Units: mm
< “ “
o
=3
¢ § 2 4 100
8 15 4 60 - 12 45 12 100 -
— 3 15 6 60 - 14 70 14 150 -
4 20 4 60 - 14 70 16 150 -
g8 4 20 6 60 - 16 70 16 150 -
3 9 5 25 6 75 - 18 75 20 150 -
oo 6 30 6 75 - 20 75 20 150 -
8 35 8 100 -
»
So
m 8 Side Face MG
23 €)@ EES .
22
= Dao phay Iw&i dai mat phang
2o 4-Flute Long End Mills
To
mo R o
3 BEUEH:.
3‘ * Thiét ké& cho hiéu suét t6ng quat trén thép cacbon, thép dung cu, thép hgp kim va thép khéng gi.
* Kha nang chéng mai mon vuwot troi.
] * Thiét ké 4 ranh glup bé mét chi tiét gia cong min hon.
* Png dung trong gia céng téc dd cao, ca diéu kién cat wot va cét kho.
8 | Y
@ 2’? F S]: 1| | 18
&2 2
Units: mm
9
QO
3% “ “
30
T
g § 2 4 100
é" 3 15 4 60 - 12 45 12 100 -
3 15 6 60 - 14 70 14 150 -
4 20 4 60 - 14 70 16 150 -
31: L 4 20 6 60 - 16 70 16 150 -
oz 5 25 6 75 - 18 75 20 150 -
X © 6 30 6 75 - 20 75 20 150 -
8 35 8 100 -

FO13



e yy// >crTr

Dao phay mat phang
3-Flute End Mills g%
R =) SE
EQVal:. 5
* Thiét k& cho hiéu suét tdng quat trén thép cacbon, thép dung cu, thép hop kim va thép khong gi.
* Kha n&ng chéng mai mon vuwot troi.
* Png dung trong gia cong téc dd cao, ca diéu kién cat wét va cat kho.
S &
i3
/5 v 5]
PR & e
o | ——
E
<
og
=3
Units: mm @ §
(D) (9) (d) L) —
1 3 4 50 - 79
E
1.5 4 4 50 - 23
2 6 4 50 -
2
2.5 8 4 50 - g
el
-
3 8 4 50 - § H
3 8 6 50 - =
35 10 4 50 - Co
TG
mo
35 10 6 50 - o3
8~<
4 11 4 50 -
4 11 6 50 - Lo
7S
5 13 6 50 - o3
&
6 16 6 50 -
9
7 20 8 60 - § o
50
8 20 8 60 = o3
o Q
g_.‘<
10 25 10 75 - a
12 32 12 75 -
g3
16 40 16 100 - %;
<0
20 45 20 100 -

Fo14
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Side Slot Face MG
)6 @EE

Dao phay méat phang (~55HRC)
4-Flute End Mills for Hardened Steels

BlUEH:.,

* C&t téc do cao va phay hoan thién voi toc do tién dao cao.
* Bé mat chi tiét gia cong min va dep. ; ]
* Png dung trong gia cong téc d6 cao, ca diéu kién cat wét va cat kho.

LR I e m—

sioweay
eoQ oeq

Aeyd oeQ

(92)
c
T
m
Y
@)
o)
=
=
«Q

I 3
Units: mm
=
23 o [ @ | @ [ 0 o @ | @[ 0
5 1 3 4 45 - 2.5 8 4 45 -
15 4 4 45 - 3 8 4 50 =
2 6 4 45 - 4 11 4 50 -

Side Slot Face MG
26 @BEE .

Dao phay mat phang (~55HRC)

6-Flute End Mills for Hardened Steels

o sn' a 0
BOUE:.

Units: mm

@ (D) (9) (d) (8] - (D) ) (d) (8] -
s 5 13 6 50 - 4 | 3 | 14 | 9 -
o8 6 16 6 50 - 16 32 16 100 -
S 8 19 8 60 - 18 38 18 100 -
— 10 22 10 75 - 20 38 20 100 -
12 26 12 75 -
Iy
o
oF:
803 Side iot Face MG
€662k .
9 ~ g - 2
So Dao phay Iw@i dai mat phang (~55HRC)
3 6-Flute Long End Mills for Hardened Steels
S BRUE:. —
ZD (D) (9) (d) (8] - (D) (2 (d) L -
oz 6 25 6 80 - 12 50 12 100 -
Sl 8 35 8 90 - 16 65 16 150 -
10 45 10 100 - 20 70 20 150 -

FO15



Dao Phay SUPER Coating // rr

Dao phay géc bo R
28&4-Flute Radius End Mills g%
B NN cornerl ol | P4 g E
EACUVBE...6:. 5
* Thiét ké cho hiéu suat tdng quat trén thép cacbon, thép dung cu, thép hop kim va thép khong gi.
* Kha ndang chong mai mon vuot troi.
* Ban kinh goc giup chéng stt mé khi gia cong toc do cao. ]
* Wng dung trong gia céng toc do cao, ca dieu kién cat wét va cat kho. ~ E
i,
B 3
///5 i
KMSR-2 I:[—l’l I —
= F(—B-l E
| L o=
W _ 9=
KMSR-4 -
Units: mm
O R | @@L O R |[@]@]|WDL o
1 10225 | 4 |50 - - 6 11151 6 | 9 - - g 8
O
15102 | 4 4 | 50 - - 8 |03 20| 8 |100 - - 23
2 /02| 6 4 | 50 - - 8 | 05|20 | 8 |100 - -
3 /02 8 4 | 50 - - 8 1 120 | 8 | 100 - - %
3 /02, 10| 6 |70 - - 8 |15 20| 8 |100 - - ﬁg
3 /03, 10| 6 |70 - - 8 2 |20 | 8 | 100 - - g%
3 /05 8 4 | 50 - - 10 | 0.3 | 25 | 10 | 100 - - §_§
3 |05 10| 6 | 70 - - 10 | 05| 25 | 10 | 100 - - a
4 10211 4 | 50 - - 10 1 25|10 | 75 - -
4 10212 6 | 70 - - 10 | 1 | 25 | 10 | 100 - - %g
4 10312 6 | 70 - - 10 | 15| 25 | 10 | 100 - - %%
4 105 11| 4 |50 - - 10 2 | 25|10 | 100 - - 18
4 05 12 6|70 - - 10 |25 25|10 100 - - .
4 1 12| 6 | 70 - - 12 103 | 30 | 12 | 110 - -
5 102 15| 6 | 80 - - 12 105 30 | 12 | 110 - - %g
503 15| 6 | 80 - - 12130 | 12| 110 - - 23
5 105 15| 6 | 80 - - 12 |15 30 | 12 | 110 - - o2
5 1 15| 6 | 80 - - 12 | 2 | 3 | 12 | 110 - -
6 02 15| 6 | 9 - - 12 12530 | 12 | 110 - - 9
6 03 15| 6 | 9 - - 12 | 3 | 30 | 12 | 110 - - 29
30
6 |05 15| 6 | 9 - - ]
S
a
5
I
S
=3

FO16




>rcr \\ Dao Phay SUPER Coating

Dao phay ranh sau
=£ 2-Flute Long Neck End Mills
G BRUEBE:::
] * Thiét k& cho hiéu suét tdng quat trén thép cacbon, thép dung cu, thép hop kim va thép khong gi.
* C6 thé khoét ranh sau nhd phan cb dai.
* Kha nang chong mai mon xuat sac. - .
o —
54 II|I.llll..ll'i-----.--.-ﬂ 8 S
S ‘£J21
L
| Units: mm
of| [0 [@]® @] ]| O @] @] @
78 04 | 03 | 015 0085 4 | 45 - 07 | 8 | 1 o065 4 | 45 -
01 | 05 | 015 0085 4 | 45 = 07 10 | 1 065 4 | 45 =
| 02 05|03 017 4 | 45 - 08 2 |12 (075 | 4 | 45 -
29 02 | 1 | 03 017 4 | 45 = 08 4 | 12 075 4 | 45 =
% § 02 | 15| 03 017 | 4 | 45 . 08 | 6 | 12 075 4 | 45 -
oo 03 | 1 | 045 027 4 | 45 = 08 8 | 12 075 4 | 45 —
03 | 15 | 045 027 4 | 45 . 08 | 10 | 12 1075 4 | 45 -
e - 03 | 2 | 045 027 4 | 45 - 08 | 12 | 12 | 075 | 4 | 45 =
3 % 03 | 3 | 045 | 027 4 | 45 - 09 | 6 | 14 08 4 | 45 -
§§ 03 | 4 | 045 027 4 | 45 - 09 8 | 14 08 | 4 | 45 -
é 04 | 1 | 06 037 4 | 45 - 09 10 | 14 08 | 4 | 45 -
B 04 | 2 | 06 037 4 | 45 — 09 15 | 14 08 4 | 50 -
S8 04 | 3 | 06 037 4 | 45 - 1 15 1 095 | 4 | 45 -
23 04 | 4 | 06 037 4 | 45 - 1 15 1 095 4 | 45 -
3= 04 | 5 | 06 037 4 | 45 - 1 15 1095 4 | 45 -
|05 | 2 | 07 045 4 | 45 - 1 15 1 095 4 | 45 =
5 05 | 3 | 07 045 4 | 45 - 1 10 | 15 | 095 4 | 45 -
2 %; 05 | 4 | 07 045 4 | 45 - 1 | 12 | 15 095 4 | 45 =
%8 05 | 6 | 07 045 4 | 45 - 1 14 | 15 095 4 | 50 -
05 | 8 | 07 045 4 | 45 - 1 16 | 15 095 4 | 50 -
9 06 | 2 | 09 05 4 | 45 - 1 |20 15 095 4 | 55 -
g 06 | 3 09 055 4 | 45 | - 12 | 4 18 115| 4 | 45 | -
g T 06 | 4 | 09 055 4 | 45 - 12 | 6 | 18 115 | 4 | 45 -
£ 06 | 6 | 09 055 4 | 45 - 12 | 8 18 115 4 | 45 =
- 06 | 8 | 09 055 4 | 45 - 12 | 10 18 115 | 4 | 45 -
> 06 | 10 | 09 | 055 4 | 45 - 12 | 12 18 115 4 | 45 -
B 07 | 2 1 1065 4 | 45 - 12 | 16 18 115 | 4 | 50 -
25 07 | 4 1 /065 4 | 45 = 14 | 6 21 135 | 4 | 45 -
07 | 6 1 1065 4 | 45 - 14 | 8 |21 135 | 4 | 45 -

Fo17
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Dao phay ranh sau
2-Flute Long Neck End Mills

Units: mm

D) | (@) ]| (@) [ (d) | @ | (L) D) | (@) | (@) | (d) | (@ | (L)
1.4 10 21 | 135 4 45 25 8 37 | 24 4 45 -
1.4 12 21 | 135 4 45 2.5 10 37 | 24 4 45 -
1.4 14 21 | 135 4 50 2.5 12 37 | 24 4 45 -
1.4 16 21 | 135 4 50 2.5 14 37 | 24 4 50 -
1.4 22 21 | 135 4 55 2.5 16 37 | 24 4 55 -
1.5 6 23 | 145 4 45 2.5 18 37 | 24 4 55 -
1.5 8 23 | 145 4 45 2.5 20 37 | 24 4 60 -
1.5 10 23 | 145 4 45 2.5 26 37 | 24 4 70 -
1.5 12 23 | 145 4 45 2.5 30 37 | 24 4 80 -
1.5 14 23 | 145 4 50 3 8 45 | 2.85 6 45 -
1.5 16 23 | 145 4 50 3 10 45 | 2.85 6 45 -
1.5 18 23 | 145 4 55 3 12 45 | 2.85 6 50 -
1.5 20 23 | 145 4 55 3 14 45 | 2.85 6 50 -
1.6 6 24 | 155 4 45 3 16 45 | 2.85 6 55 -
1.6 8 24 | 155 4 45 3 18 45 | 2.85 6 55 -
1.6 10 24 | 155 4 45 3 20 45 | 2.85 6 60 -
1.6 12 24 | 155 4 45 3 26 45 | 2.85 6 70 -
1.6 14 24 | 155 4 50 3 30 45 | 2.85 6 70 -
1.6 16 24 | 155 4 50 3 36 45 | 2.85 6 80 -
1.6 18 24 | 155 4 55 3 40 45 | 2.85 6 90 -
1.6 20 24 | 155 4 55 4 10 6 3.85 6 50 -
1.6 26 24 | 155 4 60 4 12 6 3.85 6 50 -
1.8 6 27 | 175 4 45 4 16 6 3.85 6 60 -
1.8 8 2.7 | 1.75 4 45 4 20 6 3.85 6 60 -
1.8 10 27 | 175 4 45 4 26 6 3.85 6 70 -
1.8 12 2.7 | 1.75 4 45 4 30 6 3.85 6 70 -
1.8 14 27 | 175 4 50 4 36 6 3.85 6 80 -
1.8 16 2.7 | 1.75 4 50 4 40 6 3.85 6 90 -
1.8 18 27 | 175 4 55 4 46 6 3.85 6 90 -
1.8 20 27 | 1.75 4 55 4 50 6 3.85 6 100 -
1.8 26 2.7 | 175 4 65 5 16 75 | 4.85 6 60 -
2 6 3 1.95 4 45 5 20 75 | 485 6 60 -
2 8 3 1.95 4 45 5 26 75 | 4.85 6 70 -
2 10 3 1.95 4 45 5 30 75 | 485 6 80 -
2 12 3 1.95 4 45 5 36 75 | 4.85 6 80 -
2 14 3 1.95 4 50 5 40 75 | 485 6 80 -
2 16 3 1.95 4 50 5 50 75 | 4.85 6 110 -
2 18 3 1.95 4 55 6 20 © 5.85 6 80 -
2 20 3 1.95 4 55 6 30 9 5.85 6 90 -
2 22 3 1.95 4 60 6 40 9 5.85 6 100 -
2 26 3 1.95 4 60 6 50 9 5.85 6 110 -
2 30 3 1.95 4 70
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>rcr \\ Dao Phay SUPER Coating

(&)@ EE

Dao phay cau
2-Flute Ball End Mills

o e  — | ,
) ) !30 J lﬁ “ Rs3 0£0.01
O U R>3 0£0.02

* Thiét k& cho hiéu suét téng quéat trén thép cacbon, thép dung cu, thép hop kim va thép khong gi.
* Kha nang chéng mai mon xuét séc.
* Thiét k& chuyén dung dé phay cac rénh day ban kinh, cac goc bo tron va cac hinh dang dac biét.

* ng dung trong gia cdng téc dd cao, ca diéu kién cat wét va cat kho. o &
C[El_l/’l//j Y

S
g b——-ﬂ o : | 18
(o]
{lad,
| L Units: mm
L& R|®@[0O] @O R | @0 @O
z3 01 | 04 | 02 | 4 | 50 - 2 8 4 4 | 50 -
s 015 | 0.6 | 03 4 50 = 2 8 4 6 50 -
02 | 08 | 04 4 50 - 25 | 10 5 6 50 -
— 025 | 1 05 4 50 = 3 12 6 6 50 =
03 | 12 | 06 4 50 - 35 | 14 7 8 60 -
29 04 | 16 | 08 4 50 = 4 14 8 8 60 -
29 05 2 1 4 50 - 45 | 18 9 10 75 -
o3 075 | 4 15 4 50 - 5 20 10 10 75 =
1 5 2 4 50 - 6 24 12 12 75 -
125 | 6 25 4 50 = 8 32 16 16 | 100 =
15 6 3 4 50 - 10 40 20 20 | 100 -
15 6 3 6 50 =

Aeyd oeQ

97 ] 2o e

(2]
c
0
m
Py
(@)
o
)
=
=}
Q@

® Dao phay cau ranh sau
S§
7S 2-Flute Long Neck Ball End Mills
38 B ol =] %
¥ BRUEW..
—] * Thiét k& cho hiéu suét téng quat tren thép cacbon, thép dung cu, thép hop kim va thép khong gi.
* C6 thé khoét ranh sau nho phan co dai. o #
9 * Kha néng chdng mai mon xuét séc. leg_'gl_'/l///j ¥ _In
0o (S 8
&2 R 2 .
Units: mm
o
5 (21) (d2) - (R) (21 @ [ )| @ | O
3 017 | 4 - 04 [ 037 | 4 | 45 -
S g 02 | 017 4 - ! 0.37 4 45 -
9< 0 1 1 .5 02 | 017 4 45 - 0 25 1 05 | 045 4 45 -
a 0.15 1 03 | 027 4 45 - 0.25 2 05 | 045 4 45 -
0.15 2 03 | 027 4 45 - 0.25 3 05 | 045 4 45 -
0.15 3 03 | 027 4 45 - 0.25 4 0.5 | 045 4 45 -
= 3 0.2 0.5 04 | 037 4 45 - 0.25 5 05 | 045 4 45 -
§ € 0.2 1 04 | 037 4 45 - 0.25 6 05 | 045 4 45 -
2% 0.2 1.5 04 | 037 4 45 - 0.25 8 05 | 045 4 45 -
0.2 2 04 | 037 4 45 - 0.3 1 0.6 | 0.55 4 45 -
0.2 3 04 | 037 4 45 - 0.3 2 0.6 | 0.55 4 45 -




Dao Phay SUPER Coating // »rr

Dao phay cau ranh sau

2-Flute Long Neck Ball End Mills

Units: mm
Radius E&:éit‘{\e LOC NeckDia. SD OAL Retail Price Radius Ellti‘cgt{\{‘e LOC NeckDia. SD OAL Retail Price

(R | () | () | (do) | (@ | (L) [FAVND) R | (8) | (8 | (do) | (@ | (L) [FAVND)
0.3 3 06 | 0.55 4 45 - 1 4 2 1.95 4 45 -
0.3 4 06 | 0.55 4 45 - 1 6 2 1.95 4 45 -
0.3 5 06 | 0.55 4 45 - 1 8 2 1.95 4 45 -
0.3 6 0.6 | 0.55 4 45 - 1 10 2 1.95 4 45 -
0.3 8 06 | 0.55 4 45 - 1 12 2 1.95 4 50 -
0.3 10 06 | 0.55 4 45 - 1 14 2 1.95 4 50 -
0.4 2 08 | 0.75 4 45 - 1 16 2 1.95 4 50 -
0.4 4 08 | 0.75 4 45 - 1 18 2 1.95 4 55 -
0.4 6 08 | 0.75 4 45 - 1 20 2 1.95 4 55 -
0.4 8 0.8 | 0.75 4 45 - 1 22 2 1.95 4 60 -
0.4 10 08 | 0.75 4 45 - 1 26 2 1.95 4 70 -
0.5 3 1 0.95 4 45 - 1 30 2 1.95 4 70 -
0.5 4 1 0.95 4 45 - 1.25 8 2.5 2.4 6 50 -
0.5 5 1 0.95 4 45 - 1.25 10 2.5 2.4 6 50 -
0.5 6 1 0.95 4 45 - 1.25 16 2.5 2.4 6 55 -
0.5 7 1 0.95 4 45 - 1.25 20 2.5 2.4 6 60 -
0.5 8 1 0.95 4 45 - 1.5 8 3 2.85 6 50 -
0.5 10 1 0.95 4 45 - 1.5 10 3 2.85 6 50 -
0.5 12 1 0.95 4 45 - 1.5 12 3 2.85 6 50 -
0.5 14 1 0.95 4 50 - 1.5 14 & 2.85 6 55 -
0.5 16 1 0.95 4 50 - 1.5 16 3 2.85 6 55 -
0.5 20 1 0.95 4 55 - 1.5 18 3 2.85 6 60 -
0.6 4 1.2 1.15 4 45 - 1.5 20 3 2.85 6 60 -
0.6 6 1.2 1.15 4 45 - 1.5 26 & 2.85 6 70 -
0.6 8 1.2 1.15 4 45 - 1.5 30 3 2.85 6 70 -
0.6 10 1.2 1.15 4 45 - 1.5 36 3 2.85 6 80 -
0.6 12 1.2 1.15 4 45 - 2 10 4 3.85 6 60 -
0.7 8 14 | 1.35 4 45 - 2 12 4 3.85 6 60 -
0.7 12 1.4 1.35 4 45 - 2 16 4 3.85 6 60 -
0.7 16 1.4 1.35 4 50 - 2 20 4 3.85 6 65 -
0.75 4 1.5 1.45 4 45 - 2 26 4 3.85 6 70 -
0.75 6 1.5 1.45 4 45 - 2 30 4 3.85 6 70 -
0.75 8 1.5 1.45 4 45 - 2 36 4 3.85 6 80 -
0.75 10 1.5 1.45 4 45 - 2 40 4 3.85 6 90 -
0.75 12 1.5 1.45 4 45 - 2 46 4 3.85 6 90 -
0.75 14 1.5 1.45 4 50 - 2 50 4 3.85 6 100 -
0.75 16 1.5 1.45 4 50 - 2.5 16 5 4.85 6 60 -
0.75 20 1.5 1.45 4 58) - 2.5 20 5 4.85 6 60 -
0.8 8 1.6 1.55 4 45 - 2.5 26 5 4.85 6 70 -
0.8 12 1.6 1.55 4 45 - 2.5 30 5 4.85 6 80 -
0.8 16 1.6 1.55 4 50 - 2.5 36 5 4.85 6 80 -
0.8 20 1.6 1.55 4 59 - 3 20 6 5.85 6 80 -
0.9 8 1.8 1.75 4 45 - 3 30 6 5.85 6 90 -
0.9 12 1.8 1.75 4 45 - & 40 6 5.85 6 100 -
0.9 16 1.8 1.75 4 50 - 3 50 6 5.85 6 110 -
0.9 20 1.8 1.75 4 59 -

F020

Xxapu|
onT onp

sdej
ole] In\

s(|ug
ueouy INIA

slswesy
eoq oeq

Aeyd oeq

(9]
<
Y
m
Py
(@)
o
Y]
=3
=
Q

0Odd ¥3dns
Aeyd oeQq

800SSH
Aeyd oeQ

Buneo) puoweiq
Aeyd oeQ

Xipuaddy
on| nyd




SR\ _0:0 Fiay SUPERCoating

Dao phay mat phang (INOX)
4-Flute End Mills for Stainless Steels

BlUEW:.

* Thiét ké cho thép khong gi, hop kim titan va vat liéu co do cirng thap dudi 40 HRC.

* Cho toc do cao hon, chidu sau cat Ién hon va toc do loai bd kim O i . 8
loai cao hon. Et:l:/\'l [_1
B o |
25 L Units: mm
3
() (d) (L)
18 14 75 -
= 22 16 82 -
9= 24 18 84 -
73 26 20 92 -
jo)
3

sioweay
eoQ oeq

Dao phay lw&i dai mat phang (INOX)
4-Flute Long End Mills for Stainless Steels

o P —| //j v
&% SD I
& @@Hu-g.oa 8‘::(' [_IS
RE o |
X ©
=
a
%)
co
oo
mo
o3
28
@]
— Side iot Face MG
€6 e
Iy
»° N
o3 Dao phay thé (INOX)
Multi-Flute Fine Pitch Roughing End Mills for Stainless Steels
| BRUSEH..
Sa * Phu hop cho gia cong thé thép khong gi, hop kim titan, hop kim niken va Inconel.  mee g
S g * Phu hop v&i gia cong tdc do cao nho thiét ké bude rang min. a
Oz 8 [_]g
SN =
a I Units: mm
P O @ [ @[ O (M O | @@L @
-cE g 6 13 6 60 4 - 12 26 12 80 4 -
2% 8 19 8 65 4 - 16 42 16 110 5 -
9 20 10 70 4 - 20 48 20 110 6 -
10 22 10 70 4 -

F021
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Dao phay mat phang (AL)
2-Flute End Mills for Aluminum g%
gl g 'E
QYE .. 2
* Do chinh xac clia dung sai dwéng kinh cét.
*Duoc thiét ké dé giam thiéu rung dong. )
* DO do bé mat min do "Mat gwong" cla lwdi cat gay ra.
l//j ‘Yn d E
m 3 ‘é‘b [ | I3 &
2 o
Units: mm
=
o =4
- - SN
>3
6 g
1.5 6 40 - 9 27 10 70 -
2 6 6 40 - 10 27 10 70 -
peliv)
2.5 6 40 - 12 32 12 80 - % 8
3 11 6 50 - 14 37 14 85 - 28
4 13 6 50 - 16 42 16 100 -
5 17 6 55 - 18 48 16 110 - @
6 17 6 55 - 20 48 20 110 - ﬁ g
7 22 8 65 - o
92
a

@ FO50 29
To
mo
~n N o S e}
Dao phay Iw@i trung dai mat phang (AL) 38
2-Flute Medium End Mills for Aluminum
RUEH:. .
* B0 chinh xac clia dung sai dwong kinh cét. % %
*Duoc thiét ké dé& gidm thidu rung dong Q 2
* Do dé bé mat min do "Mé&t gwong" cla lwdi cat gay ra. P<
//5 1
m : 8'2[ [ ] I8 o
2 | 3%
20
~ Units:mm oX
“ “ S
5
4 6
Z 1
5 22 6 70 - 12 38 12 95 - 3 E
6 22 6 70 - 16 52 16 110 - g5
8 28 8 80 - 20 55 20 110 -

F022
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Dao phay mat phang (AL)
3-Flute End Mills for Aluminum

CYUEH:.

* D9 chinh xac cla dung sai dwong kinh cét.
*Duoc thiét ké dé giam thiéu rung dong. ]
* D0 dd bé mat min do "Mat gwong" clia ludi cat gay ra.

EE | ———— i i
g m , 8t|_1\| | 8
° 2

Units: mm
< “ “
UE!
SN
>3
E] 6
15 6 50 - 9 27 10 70 -
2 6 50 - 10 27 10 70 -
0
58 25 6 50 - 12 32 12 80 -
g 3 11 6 50 - 14 37 14 85 -
4 13 6 50 - 16 42 16 100 -
@ 5 17 6 55 - 18 48 16 110 -
mg 6 17 6 55 - 20 48 20 110 -
o2 7 22 8 65 -
98
3

Side Slot MG
2, €)6)(S) oY o
T
mo
U ~ N ) o
38 Dao phay lw&i trung dai mat phang (AL)
3-Flute Medium End Mills for Aluminum
- WUEd:.
n Q
n° * D0 chinh xac clia dung sai dwong kinh cét.
93 *Buoc thiét ké dé giam thiéu rung dong. ]
P< *BD0§ dd bé mat min do "Mat gwong" clia ludi cat gay ra.
| — = & 2
= | ]

5 m— &’: I] =
Elle) 2
S8
g 3 Units: mm
O
(g
zy : °
3 g 5 22 6 70 - 12 38 12 95 -
&6 6 22 6 70 - 16 52 16 110 -

8 28 8 80 - 20 55 20 110 -

F023
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Side Slot
<z,
@ FO51

Dao phay lw&i dai mat phang (AL)
3-Flute Long End Mills for Aluminum

QUEB:.

* D0 chinh xac cla dung sai dwong kinh cét.
*Duoc thiét ké dé giam thiéu rung dong. )
* DO dd bé mat min do "Mat gwong" cla lwdi cat gay ra.

2 P |
o |
L Units: mm

(D) (2) (d) L) (D) (2) (d) L)

3 15 6 65 10 65 10 120 -
3 20 6 70 12 40 12 95 -
3 25 6 75 12 45 12 100 -
4 20 6 70 12 55 12 110 -
4 25 6 75 12 60 12 110 -
4 30 6 80 12 65 12 120 -
5 25 6 70 12 75 12 135 -
5 30 6 75 16 55 16 120 -
5 35 6 80 16 65 16 135 -
5 40 6 85 16 75 16 150 -
6 25 6 70 16 85 16 160 -
6 30 6 75 16 95 16 180 -
6 35 6 80 16 105 16 190 -
6 42 6 90 16 115 16 200 -
8 30 8 80 20 55 20 125 -
8 35 8 85 20 65 20 140 -
8 40 8 90 20 75 20 150 -
8 45 8 95 20 85 20 160 -
8 50 8 100 20 95 20 180 -
8 55 8 105 20 105 20 190 -
10 35 10 90 20 115 20 200 -
10 45 10 100 20 125 20 220 -
10 55 10 110
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>rcr \\ Dao Phay SUPER Coating

G M S E H -2 M Recommended Cutting Condition

(~ 32HRC) (32 ~ 38HRC) (~ 35HRC)

T Imm/min|m/min| mm

— 1 18,900 | 275 59 | 0.007 | 18,900 | 275 59 | 0.007 | 18,900 | 275 59 | 0.007

2 13,100 | 315 82 | 0.012 | 13,100 | 315 82 | 0.012 | 13,100 | 315 82 | 0.012

g
g éi 3 8,600 | 315 81 0.018 | 8,600 | 315 81 0.018 | 8,600 | 315 81 0.018
] 4 6,550 | 325 82 0.025 | 6,550 | 325 82 0.025 | 6,550 | 325 82 0.025
= 5 6,200 | 370 97 0.03 6,200 | 370 97 0.03 6,200 370 97 0.03
g § 5150 | 345 97 0.033 | 5,150 | 345 97 0.033 | 5,150 | 345 97 0.033
5

8 3,900 | 345 98 0.044 | 3,900 | 345 98 0.044 | 3,900 | 345 98 0.044

10 3,060 | 315 96 0.052 | 3,060 | 315 96 0.052 | 3,050 | 315 96 0.052

12 2,600 315 98 0.061 | 2,600 | 315 98 0.061 | 2,600 315 98 0.061

Cutting % E Eoso
Depth /7
D

sioweay
eoQ oeq

2
TU D=0D
m o
) o
-
3 (~ 35HRC) (~ 55HRC) (~ 55HRC)
2 - ; :
g no? mmVmin|m/min| mm
E Q}i 1 14,950 | 210 47 0.007 | 14,950 | 210 47 0.007 | 10,050 | 135 32 0.007
<
o)
2 10,250 | 250 64 0.012 | 10,250 | 250 64 0.012 | 6,900 | 160 43 0.012
5 3 6,800 | 250 64 0.018 | 6,800 250 64 0.018 | 4,550 160 43 0.018
T QO
% % 4 5,200 | 265 65 0.025 | 5,200 | 265 65 0.025 | 3,450 | 170 43 0.025
o3
o< 5 4,900 | 295 77 0.03 4,900 | 295 77 0.03 3,250 | 190 51 0.029
g 4,050 | 285 76 0.035 | 4,060 285 76 0.035 | 2,700 180 51 0.033
3
% “OU’ 8 3,060 | 265 77 0.043 | 3,060 265 77 0.043 | 2,060 170 52 0.041
o
gé- 10 2,450 | 250 77 0.051 2,450 | 250 77 0.051 1,600 | 160 50 0.05
© 12 2,050 | 250 77 0.061 2,060 | 250 77 0.061 1,400 | 160 53 0.057
Z
e Cutting % E E%D
&5 Depth ¢z
D=0D "

F025
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GMSEH-2

M Recommended Cutting Condition

(~ 60HRC) (~ 60HRC)

min” | mm/min | m/min mm min” | mm/min | m/min mm
1 8,050 85 25 0.005 6,300 55 20 0.004
2 5,700 95 36 0.008 4,350 60 27 0.007
3 3,750 95 35 0.013 2,950 60 28 0.01
4 2,850 100 36 0.018 2,200 65 28 0.015
5 2,500 105 39 0.021 2,000 65 31 0.016
6 2,100 105 40 0.025 1,650 65 31 0.02
8 1,600 95 40 0.03 1,250 65 31 0.026
10 1,250 90 39 0.036 1,000 55 31 0.028
12 1,050 90 40 0.043 850 55 32 0.032

Cutting % E Eoso
Depth "T*A
D=0D

min” | mm/min | m/min mm min” | mm/min | m/min mm
1 14,950 210 47 0.007 10,050 135 32 0.007
2 10,250 250 64 0.012 6,900 160 43 0.012
3 6,800 250 64 0.018 4,550 160 43 0.018
4 5,200 265 65 0.025 3,450 170 43 0.025
5 4,900 295 77 0.03 3,250 190 51 0.029
6 4,050 285 76 0.035 2,700 180 51 0.033
8 3,050 265 77 0.043 2,050 170 52 0.041
10 2,450 250 77 0.051 1,600 160 50 0.05
12 2,050 250 77 0.061 1,400 160 53 0.057

Cutting Z/ E Eoso
Depth "T*A
D=0D
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>rcr \\ Dao Phay SUPER Coating

GMSEH-2 Recommended Cutting Condition

=z (~ 32HRC) (32 ~ 38HRC)
26
&L
& min” | mm/min | m/min mm min” | mm/min | m/min mm
— 1 18,900 390 59 0.01 18,900 390 59 0.01
= 2 13,100 440 82 0.017 13,100 440 82 0.017
S
@ ﬂg' 3 8,600 440 81 0.026 8,600 440 81 0.026
4 6,550 460 82 0.035 6,550 460 82 0.035
= 5 6,200 535 97 0.043 6,200 535 97 0.043
5]
g = 5,150 500 97 0.049 5,150 500 97 0.049
2l
5 8 3,900 490 98 0.063 3,900 490 98 0.063
10 3,050 440 96 0.072 3,050 440 96 0.072
§ gU) 12 2,600 440 98 0.085 2,600 440 98 0.085
Zg
e
[
Cutting 1D
" Depth
0.03D
So D=0D S
M o
X ©
S
a
(72}
SQ min” | mm/min | m/min mm min” | mm/min | m/min mm
mo
E § 1 18,900 390 59 0.01 14,950 305 47 0.01
<
o
2 13,100 440 82 0.017 10,250 355 64 0.017
5 3 8,600 440 81 0.026 6,800 355 64 0.026
T Q
% % 4 6,550 460 82 0.035 5,200 370 65 0.036
o8
o= 5 6,200 535 97 0.043 4,900 425 77 0.043
g 5,150 500 97 0.049 4,050 410 76 0.051
3
% ?,U’ 8 3,900 490 98 0.063 3,050 380 77 0.062
=)
gé- 10 3,050 440 96 0.072 2,450 355 77 0.072
- 12 2,600 440 98 0.085 2,050 355 77 0.087
5
e Cutting 1D 1D
25 Depth
50D 777 00w 7771 000

F027
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Side Milling

GMSEH-2

Recommended Cutting Condition

(~ 55HRC) (~ 55HRC) (~ 60HRC)

1 14,950 | 305 47 | 0.01 |10,050 | 190 32 | 0.009 | 8050 = 115 25 | 0.007

2 10,250 | 355 64 | 0.017 | 6,900 | 220 43 | 0.016 | 5700 @ 135 36 | 0012

3 6,800 | 355 64 | 0.026 | 4,550 | 220 43 | 0.024 | 3,750 | 135 35 | 0.018

4 5200 | 370 65 | 0.036 | 3450 | 230 43 | 0.033 | 2,850 = 140 36 | 0.025
4,900 | 425 77 | 0.043 | 3250 | 265 51 0.041 | 2,500 | 145 39 | 0.029
4,050 | 410 76 | 0.051 | 2,700 | 250 51 0.046 | 2,100 & 145 40 | 0.035

8 3,050 | 380 77 | 0.062 | 2,050 | 230 52 | 0.056 | 1,600 = 135 40 | 0.042

10 2,450 | 355 77 | 0.072 | 1,600 | 220 50 | 0.069 | 1,250 = 125 39 | 0.05

12 2,050 | 355 77 | 0.087 | 1,400 | 220 53 | 0.079 | 1,050 | 125 40 | 0.06

Cutting 1D
Depth
D=0D

Xxapu|
onT onp

sdej
ole] In\

s(|ug
ueouy INIA

slswesy
eoq oeq

1 6,300 | 75 20 | 0.006 | 14,950 = 305 47 | 0.01 10,050 | 190 32 | 0.009
2 4,350 | 85 27 | 001 |10250 355 64 | 0.017 | 6,900 220 43 | 0.016
3 2,950 | 85 28 | 0.014 | 6,800 355 64 | 0.026 | 4,550 | 220 43 | 0.024
4 2,200 | 90 28 | 0.02 5,200 | 370 65 | 0.036 | 3450 230 43 | 0.033
5 2,000 | 95 31 0.024 | 4,900 425 77 | 0.043 | 3250 | 265 51 0.041
6 1,650 | 95 31 0.029 | 4,050 410 76 | 0.051 | 2,700 250 51 0.046
8 1,250 | 85 31 0.034 | 3,050 380 77 | 0.062 | 2,050 | 230 52 | 0.056
10 1,000 | 85 31 0.043 | 2,450 355 77 | 0.072 | 1,600 220 50 | 0.069
12 850 | 85 32 | 005 2,050 | 355 77 | 0.087 | 1,400 | 220 53 | 0.079
Cutting 1D
Depth
D=0D o002

0Odd ¥3dnNs Buneod ¥3dns
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800SSH
Aeyd oeQ

Buneo) puoweiq
Aeyd oeQ

xipuaddy
on| nyd

F028



>rcr \\ Dao Phay SUPER Coating

GMSEH-4 Recommended Cutting Condition

= (~ 32HRC) (32 ~ 38HRC)
26
&L
3 min™ mm/min | m/min mm min™ mm/min | m/min mm
] 1 25,200 850 79 0.008 25,200 850 79 0.008
2 17,500 1,010 110 0.014 17,500 1,010 110 0.014
z
-§| E; 3 11,450 1,010 108 0.022 11,450 1,010 108 0.022
v g 4 8,750 1,040 110 0.03 8,750 1,040 110 0.03
5 8,250 1,155 130 0.035 8,250 1,155 130 0.035
- 6 6,900 1,125 130 0.041 6,900 1,125 130 0.041
9 il 8 5,200 1,080 131 0.052 5,200 1,080 131 0.052
- § 10 4,100 1,010 129 0.062 4,100 1,010 129 0.062
12 3,500 1,010 132 0.072 3,500 1,010 132 0.072
16 2,550 865 128 0.085 2,550 865 128 0.085
§ QOU, 20 2,050 750 129 0.091 2,050 750 129 0.091
Zg
e
w
Cutting 1D
" Depth
0.03D
So D=0D S
m o
X ©
S
a
wn
S 9 min' | mm/min | m/min mm min®' | mm/min | m/min mm
mo
ﬁ Q}i 1 25,200 850 79 0.008 19,950 610 63 0.008
Py
o~ 2 17,500 1,010 110 0.014 13,650 620 86 0.011
3 11,450 1,010 108 0.022 9,100 725 86 0.02
z g 4 8,750 1,040 110 0.03 6,950 750 87 0.027
[e]
§ 3 5 8,250 1,155 130 0.035 6,550 865 103 0.033
()
o< 6 6,900 1,125 130 0.041 5,450 810 103 0.037
5 8 5,200 1,080 131 0.052 4,100 775 103 0.047
% o 10 4,100 1,010 129 0.062 3,250 725 102 0.056
%% 12 3,500 1,010 132 0.072 2,750 725 104 0.066
%3 16 2,550 865 128 0.085 2,050 635 103 0.077
- 20 2,050 750 129 0.091 1,650 555 104 0.084
Z 1
8 2 Cutting 1D 1D
= Depth
500 77/ 003D /1 000

F029
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GMSEH-4

Side Milling

Recommended Cutting Condition

(~ 55HRC) (~ 55HRC) (~ 60HRC)

1 19,950 | 610 63 | 0.008 | 13,400 | 410 42 | 0.008 | 10,750 | 250 34 | 0.006
2 13,650 | 620 86 | 0.011 | 9,200 485 58 | 0.013 | 7,600 305 48 | 0.01
3 9,100 | 725 86 | 0.02 6,050 | 485 57 | 0.02 5,000 | 305 47 | 0.015
4 6,950 | 750 87 | 0.027 | 4,600 505 58 | 0.027 | 3,800 315 48 | 0.021
5 6,550 | 865 103 | 0.033 | 4,350 | 580 68 | 0.033 | 3,350 335 53 | 0.025
6 5450 | 810 103 | 0.037 | 3,600 545 68 | 0.038 | 2,800 325 53 | 0.029
8 4,100 | 775 103 | 0.047 | 2,750 | 520 69 | 0.047 | 2,100 | 305 53 | 0.036
10 3,250 | 725 102 | 0.056 | 2,150 = 485 68 | 0.056 | 1,700 | 275 53 | 0.04
12 2,750 | 725 104 | 0.066 | 1,850 | 485 70 | 0.066 | 1,400 275 53 | 0.049
16 2,050 | 635 103 | 0.077 | 1,350 @ 420 68 | 0.078 | 1,050 | 240 53 | 0.057
20 1,650 | 555 104 | 0.084 | 1,100 | 380 69 | 0.086 850 | 220 53 | 0.065
Cutting D
Depth
D=0D

1 8,400 | 160 26 0.005 | 19,950 | 610 63 | 0.008 | 13,400 | 410 42 0.008
2 5800 | 190 36 0.008 | 13,650 | 620 86 | 0.011 | 9,200 | 485 58 0.013
3 3,950 | 190 37 0.012 | 9,100 | 725 86 | 0.02 6,050 | 485 57 0.02
4 2,950 | 195 37 0.017 | 6,950 | 750 87 | 0.027 | 4,600 505 58 0.027
5 2,700 | 215 42 0.02 6,550 | 865 103 | 0.033 | 4350 580 68 0.033
6 2,200 | 200 41 0.023 | 5450 | 810 103 | 0.037 | 3,600 545 68 0.038
8 1,700 | 190 43 0.028 | 4,100 | 775 103 | 0.047 | 2,750 | 520 69 0.047
10 1,350 | 180 42 0.033 | 3250 | 725 102 | 0.056 | 2,150 = 485 68 0.056
12 1,100 | 175 41 0.04 2,750 | 725 104 | 0.066 | 1,850 485 70 0.066
16 850 | 160 43 0.047 | 2,050 | 635 103 | 0.077 | 1,350 420 68 0.078
20 700 | 145 44 0.052 | 1,650 | 555 104 | 0.084 | 1,100 380 69 0.086
Cutting 1D
Depth
D=0D o002
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G M S RH -4 M Recommended Cutting Condition

( ~ 28HRC) (~ 32HRC) (10 ~ 29HRC)

T I/mm/min|m/min| mm

] 3 9,350 | 335 88 | 0.009 & 5850 | 210 55 0.009 | 9,350 | 335 88 | 0.009

_gi f:%; 4 7,950 | 600 100 | 0.019 | 4,850 | 370 61 0.019 | 7,950 | 600 100 | 0.019

n
° 5 6,600 = 630 104 | 0.024 | 3,950 | 380 62 0.024 | 6,600 | 630 104 | 0.024
- 6 5,850 | 695 110 | 0.03 3,550 | 430 67 0.03 | 5850 | 695 110 | 0.03
=

g 8§, 8 4,400 | 745 111 0.042 | 2,650 | 400 67 0.038 | 4,400 | 745 111 0.042
>

10 3,400 | 640 107 | 0.047 | 2,100 | 315 66 0.038 | 3,400 | 640 107 | 0.047

12 2,900 @ 545 109 | 0.047 | 1,750 & 265 66 | 0.038 | 2,900 | 545 109 | 0.047

sioweay
eoQ oeq

Cutting 1D 1D 1D
" Depth
0.1D 0.02D 0.1D
ﬁ?, D=0D — —f —
X ©
=
3
(72}
Co
T
mo
Pl v)
%g 3 5,850 | 210 55 0.009 | 9,350 | 335 88 | 0.009 | 5850 | 210 55 0.009
0
— 4 4,850 @ 370 61 0.019 | 7,950 @ 600 100 | 0.019 | 4,850 | 370 61 0.019
o
é% 5 3,950 | 380 62 | 0.024 | 6,600 | 630 104 | 0.024 | 3,950 & 380 62 | 0.024
O3
o83
o= 6 3,550 | 430 67 0.03 5,850 | 695 110 | 0.03 3,550 | 430 67 0.03
g? 8 2,650 | 400 67 | 0.038 | 4,400 | 745 111 | 0.042 | 2,650 | 400 67 | 0.038
O
[S
- 0
?;} 10 2,100 | 315 66 0.038 | 3,400 | 640 107 | 0.047 | 2,100 | 315 66 0.038
o Q
O <
a 12 1,750 | 265 66 | 0.038 | 2,900 | 545 109 | 0.047 | 1,750 | 265 66 | 0.038
Zy
e Cutting 1D 1D 1D
2% Depth
oon 77/, 0.020 74,040 774, 0.020
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_ Dorhay supercoating /Rt
GMSRH-4

Recommended Cutting Condition

(~10HRC) (~ 55HRC) (~ 60HRC)

3 4,850 | 180 46 | 0.009 | 3,550 65 33 | 0.005 | 2,000 = 55 19 | 0.007
4 4,050 | 295 51 0.018 | 3,100 65 39 | 0005 | 1550 @ 55 19 | 0.009
5 3,300 | 315 52 | 0.024 | 2,450 75 38 | 0.008 | 1,300 | 55 20 | 0.011
6 3,000 | 345 57 | 0.029 | 2,100 85 40 | 001 | 1,150 @ 55 22 | 0.012
8 2,200 | 370 55 | 0.042 | 1,750 | 115 44 | 0.016 900 | 55 23 | 0.015
10 1,750 | 315 55 | 0.045 | 1,450 95 46 | 0.016 700 | 40 22 | 0014
12 1,450 | 250 55 | 0.043 | 1,200 85 45 | 0.018 600 | 40 23 | 0.017
Cutting 1D 1D
Depth
D=0D

mm/min

mm/min

3 5,850 210 55 0.009 3,550 65 33 0.005
4 4,850 370 61 0.019 3,100 65 39 0.005
5 3,950 380 62 0.024 2,450 75 38 0.008
6 3,550 430 67 0.03 2,100 85 40 0.01
8 2,650 400 67 0.038 1,750 115 44 0.016
10 2,100 315 66 0.038 1,450 95 46 0.016
12 1,750 265 66 0.038 1,200 85 45 0.018
Cutting 1D
Depth
D=0D =
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P 7 — JA\ Dao Phay SUPER Coating

GMHRH-2 Recommended Cutting Condition

Work Non-Alloy Steels
= material (~ 28HRC) (~ 32HRC)
§§ oD RPM Feed Vc fz  CutingDepth RPM Feed Vc fz  Cutting Depth
i min” [mm/min| m/min | mm |apmm | min' |mm/min| m/min | mm |ap mm
—] 0.4 40,550 275 51 0.003 0.007 | 29,500 125 37 0.002 0.007
' ~45650 | ~ 530 | ~57 | ~0.006 ~0.018 |~32,600 ~410 ~41 | ~0.006 | ~0.018
=
_g' i 05 31,200 275 49 0.004 0.009 | 29,500 125 46 0.002 0.009
- ’ ~39,700 | ~ 530 | ~62 | ~0.007  ~0.022 |~32,600 ~410 ~51 | ~0.006 ~0.022
06 31,200 340 59 0.005 0.011 29,500 115 56 0.002 0.011
' ~39,700 | ~ 690 | ~75 | ~0.009  ~0.026 |~32,600 ~530 ~61 | ~0.008 | ~0.026
o g 0.7 31,200 340 69 0.005 0.012 | 29,500 115 65 0.002 0.012
%% ‘ ~39,700 | ~ 690 | ~87 | ~0.009 ~0.031 |~32,600 ~530 ~72 | ~0.008 = ~0.031
[V
> 0.8 26,950 380 68 0.007 0.014 | 25,200 125 63 0.002 0.014
S ' ~34.950| ~ 795 | ~88 | ~0.011 | ~0.035 |~28,250 ~580 ~71 | ~0.01 | ~0.035
Jo 0.9 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
g% ‘ ~31,200 | ~ 550 | ~88 | ~0.009 ~0.06 |~26,100 ~650 ~74 | ~0.012 | ~0.06
|w)
8 1 22,700 380 71 0.008 0.045 | 20,250 200 64 0.005 0.045
~28350| ~ 550 | ~89 | ~0.01 | ~0.09 |~22,800| ~715 ~72 | ~0.016 | ~0.09
= 19 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 0.055
ﬁg’, ’ ~22,700 | ~1,075 | ~86 | ~0.024 | ~0.1 |~18450| ~715 ~70 | ~0.019 | ~0.1
§§ 14 16,050 380 71 0.012 0.062 | 14,750 200 65 0.007 0.062
§-< ' ~19,850 | ~1,075 | ~87 | ~0.027 | ~0.125 |~16,300| ~715 ~72 | ~0.022 | ~0.125
15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
2g ’ ~18,900 | ~1,075 | ~89 | ~0.028 | ~0.135 |~15,750| ~715 ~74 | ~0.023 | ~0.135
To
%9:9 16 14,200 380 71 0.013 0.075 | 13,350 200 68 0.007 0.075
%&’ ' ~17,950 | ~1,075 | ~90 | ~0.03 | ~0.145 |~14,650| ~715 ~74 | ~0.024 | ~0.145
S 18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
‘ ~17,000 | ~1,075 | ~96 | ~0.032 | ~0.16 |~13,050| ~715 ~74 | ~0.027 | ~0.16
o
é 8 5 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
§§ ~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 |~11,950| ~715 ~75 | ~0.03 | ~0.18
<
25 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
o ' ~12,300 | ~1,075 | ~97 | ~0.044 | ~0.235 | ~ 9,800 ~715 ~77 | ~0.036  ~0.235
9
§ g?’ 3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
o ~ 9900 ~1,075 | ~93 | ~0.054 | ~0.27 |~ 8150 ~715 ~77 | ~0.044 | ~0.27
O
%’* 4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
. ~ 7,550 ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
> 5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
%_;:? ~ 6,150 ~1,075 | ~97 | ~0.087 | ~0.45 |~ 4,900 ~715 ~77 | ~0.073 | ~0.45
g5 - 4,250 380 80 0.045 | 027 3700 200 70 0027 | 027
~ 5200 ~1,075 | ~98 | ~0.103 | ~0.54 |~ 4,350| ~715 ~82 | ~0.082 | ~0.54
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Dao Phay SUPER Coating // P =7

Side Milling

GMHRH-2 Recommended Cutting Condition
Work Low Alloy Steels
material (10 ~ 29HRC) (32 ~ 38HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
min® [mm/min| m/min | mm |apmm| min" |mm/min| m/min | mm |ap mm
0.4 40,550 275 51 0.003 0.007 | 29,500 125 37 0.002 0.007
' ~45650| ~ 530 | ~57 | ~0.006 | ~0.018 ~32,600 ~410 ~41 | ~0.006 ~0.018
05 31,200 275 49 0.004 0.009 | 29,500 125 46 0.002 0.009
' ~39,700| ~ 530 | ~62 | ~0.007 | ~0.022 ~32,600 ~410 ~51 | ~0.006 ~0.022
06 31,200 340 59 0.005 0.011 | 29,500 115 56 0.002 0.011
' ~39,700| ~ 690 | ~75 | ~0.009 | ~0.026 ~32,600 ~530 ~61 | ~0.008 | ~0.026
0.7 31,200 340 69 0.005 0.012 | 29,500 115 65 0.002 0.012
' ~39,700| ~ 690 | ~87 | ~0.009 | ~0.031 ~32,600 ~530 ~72 | ~0.008 | ~0.031
0.8 26,950 380 68 0.007 0.014 | 25,200 125 63 0.002 0.014
' ~34950| ~ 795 | ~88 | ~0.011 | ~0.035 ~28,250 ~580 ~71 | ~0.01 | ~0.035
0.9 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
' ~31,200| ~ 550 | ~88 | ~0.009 | ~0.06 | ~26,100 ~650 ~74 | ~0.012  ~0.06
] 22,700 380 71 0.008 0.045 | 20,250 200 64 0.005 0.045
~28,350| ~ 550 | ~89 | ~0.01 | ~0.09 | ~22,800 ~715 ~72 | ~0.016 | ~0.09
19 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 0.055
' ~22,700 | ~1,075 | ~86 | ~0.024 | ~0.1 | ~18,450 ~715 ~70 | ~0.019 | ~0.1
14 16,050 380 71 0.012 0.062 | 14,750 200 65 0.007 0.062
' ~19,850 | ~1,075 | ~87 | ~0.027 | ~0.125 |~16,300| ~715 ~72 | ~0.022 | ~0.125
15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
' ~18,900 ~1.075 | ~89 | ~0.028 | ~0.135 |~15,750| ~715 ~74 | ~0.023 | ~0.135
16 14,200 380 71 0.013 0.075 | 13,500 200 68 0.007 0.075
' ~17,950 | ~1,075 | ~90 | ~0.03 | ~0.145 |~14,650| ~715 ~74 | ~0.024 | ~0.145
18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
' ~17,000 ~1,075 | ~96 | ~0.032 | ~0.16 |~13,050| ~715 ~74 | ~0.027 | ~0.16
5 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 |~11,950 ~715 ~75 | ~0.03 | ~0.18
95 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
' ~12,300 | ~1,075 | ~97 | ~0.044 | ~0.235 ~ 9,800 ~715 ~77 | ~0.036 | ~0.235
3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
~ 9,900 ~1,075  ~93 | ~0.054 ~0.27 |~ 8,150 ~715 ~77 | ~0.044 | ~0.27
4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
~ 7,550 ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
~ 6,150 ~1,075 | ~97 | ~0.087  ~045 |~ 4900 ~715 ~77 | ~0.073 | ~0.45
6 4,250 380 80 0.045 0.27 3,700 200 70 0.027 0.27
~ 5200 ~1,075  ~98 | ~0.103  ~0.54 |~ 4350 ~715 ~82 | ~0.082 ~0.54
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P 7 — JA\ Dao Phay SUPER Coating

GMHRH-2 Recommended Cutting Condition

Work High Alloyed Steels -Tool Steels
= material (~ 15HRC) (~ 35HRC)
§§ oD RPM Feed Vc fz  CuttingDepth RPM Feed Vc fz  Cutting Depth
i min” |mm/min| m/min | mm |[apmm | min' [mm/min| m/min | mm |ap mm
—] 0.4 40,550 275 51 0.003 0.007 | 29,500 125 37 0.002 0.007
' ~45650 | ~ 530 | ~57 | ~0.006 | ~0.018 |~32,600| ~410 ~41 | ~0.006 | ~0.018
=
_g' i 05 31,200 275 49 0.004 0.009 | 29,500 125 46 0.002 0.009
- ’ ~39,700 | ~ 530 | ~62 | ~0.007  ~0.022 |~32,600 ~410 ~51 | ~0.006 ~0.022
06 31,200 340 59 0.005 0.011 29,500 115 56 0.002 0.011
' ~39,700 | ~ 690 | ~75 | ~0.009 | ~0.026 |~32,600| ~530 ~61 | ~0.008 | ~0.026
o g 0.7 31,200 340 69 0.005 0.012 | 29,500 115 65 0.002 0.012
%? ' ~39,700 | ~ 690 | ~87 | ~0.009 ~0.031 |~32,600 ~530 ~72 | ~0.008 = ~0.031
[V
> 0.8 26,950 380 68 0.007 0.014 | 25,200 125 63 0.002 0.014
S ' ~34,950| ~ 795 | ~88 | ~0.011 | ~0.035 |~28,250| ~580 ~71 | ~0.01 | ~0.035
Jo 0.9 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
g% ‘ ~31,200 | ~ 550 | ~88 | ~0.009 ~0.06 |~26,100 ~650 ~74 | ~0.012 | ~0.06
|w)
8 1 22,700 380 71 0.008 0.045 | 20,250 200 64 0.005 0.045
~28350 | ~ 550 | ~89 | ~0.01 | ~0.09 |~22,800| ~715 ~72 | ~0.016 | ~0.09
= 19 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 0.055
ﬁg ’ ~22,700 | ~1,075 | ~86 | ~0.024 | ~0.1 |~18450| ~715 ~70 | ~0.019 | ~0.1
o 16,050 380 71 0.012 0.062 | 14,750 200 65 0.007 0.062
92 1.4 ’
§-< ' ~19,850 | ~1,075 | ~87 | ~0.027 | ~0.125 |~16,300| ~715 ~72 | ~0.022 | ~0.125
15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
2g ' ~18,900 | ~1,075 | ~89 | ~0.028 | ~0.135 |~15,750| ~715 ~74 | ~0.023 | ~0.135
T
%-og 16 14,200 380 71 0.013 0.075 | 13,500 200 68 0.007 0.075
%é’ ' ~17,950 | ~1,075 | ~90 | ~0.03 | ~0.145 |~14,650| ~715 ~74 | ~0.024 | ~0.145
S 18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
' ~17,000 | ~1,075 | ~96 | ~0.032  ~0.16 |~13,050 ~715 ~74 | ~0.027 | ~0.16
o
é 8 5 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
§§ ~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 |~11,950 ~715 ~75 | ~0.03 | ~0.18
<
25 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
o ’ ~12,300 | ~1,075 | ~97 | ~0.044 | ~0.235 | ~ 9,800 ~715 ~77 | ~0.036 | ~0.235
9
§ g?’ 3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
o ~ 9900 ~1,075 | ~93 | ~0.054 | ~0.27 |~ 8150 ~715 ~77 | ~0.044 | ~0.27
O
%* 4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
. ~ 7,550 ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
> 5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
%_;:9 ~ 6,150 ~1,075 | ~97 | ~0.087 | ~0.45 |~ 4,900 ~715 ~77 | ~0.073 | ~0.45
g5 - 4,250 380 80 0045 027 3700 200 70 0027 | 027
~ 5200 ~1,075 | ~98 | ~0.103 | ~0.54 |~ 4,350| ~715 ~82 | ~0.082 | ~0.54
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Dao Phay SUPER Coating // P =7

Side Milling

GMHRH-2 Recommended Cutting Condition
Work Hardened Steels - Hardened Cast Iron Chilled Cast Iron
material ( ~ 55HRC) ( ~ 42HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
min® [mn/min| m/min | mm |apmm| min" |mm/min| m/min | mm |ap mm
04 18,450 40 23 0.001 0.004 | 29,500 125 37 0.002 0.007
' ~19,550 | ~110 ~25 | ~0.003 | ~0.008 ~32,600 ~410 ~41 | ~0.006 ~0.018
05 18,450 40 29 0.001 0.004 | 29,500 125 46 0.002 0.009
' ~19,550| ~110 ~31 | ~0.003  ~0.009 ~32,600 ~410 ~51 | ~0.006 ~0.022
06 18,450 55 35 0.001 0.005 | 29,500 115 56 0.002 0.011
' ~19,550 | ~130 ~37 | ~0.003 | ~0.011 | ~32,600 ~530 ~61 | ~0.008 ~0.026
0.7 18,450 55 41 0.001 0.006 | 29,500 115 65 0.002 0.012
' ~19,550 | ~130 ~43 | ~0.003 | ~0.013 | ~32,600 ~530 ~72 | ~0.008 ~0.031
0.8 15,950 60 40 0.002 0.007 | 25,200 125 63 0.002 0.014
' ~16,850 | ~150 ~42 | ~0.004 | ~0.015 | ~28,250 | ~530 ~71 | ~0.01 | ~0.035
0.9 14,150 70 40 0.002 0.008 | 23,350 170 66 0.004 0.03
' ~14,650 ~160 ~41 | ~0.005 ~0.016 | ~26,100 ~650 ~74 | ~0.012  ~0.06
] 12,900 95 41 0.004 0.009 | 20,250 200 64 0.005 0.045
~14,650 | ~160 ~46 | ~0.005 ~0.018 |~22,800 ~715 ~72 | ~0.016 | ~0.09
19 11,050 95 42 0.004 0.01 17,200 200 65 0.006 0.055
' ~11,950 ~160 ~45 | ~0.007  ~0.022 | ~18,450  ~715 ~70 | ~0.019 | ~0.1
14 9,200 95 40 0.005 0.012 | 14,750 200 65 0.007 0.062
' ~10,300 | ~160 ~45 | ~0.008  ~0.025 | ~16,300 | ~715 ~72 | ~0.022 | ~0.125
15 8,600 95 41 0.006 0.014 | 13,500 200 64 0.007 0.07
' ~ 8,250 ~160 ~44 | ~0.009 ~0.028 | ~15,750  ~715 ~74 | ~0.023 | ~0.135
16 8,000 95 40 0.006 0.015 | 13,500 200 68 0.007 0.075
' ~ 9,250 ~160 ~46 | ~0.009 | ~0.03 |~14,650| ~715 ~74 | ~0.024 | ~0.145
18 7,350 95 42 0.006 0.016 | 12,300 200 70 0.008 0.08
' ~ 8,150 ~160 ~46 | ~0.001 | ~0.032 | ~13,050 | ~715 ~74 | ~0.027  ~0.16
5 6,750 95 42 0.007 0.018 | 11,050 200 69 0.009 0.09
~ 7,600 ~160 ~48 | ~0.011 | ~0.035 | ~11,950 | ~715 ~75 | ~0.03 | ~0.18
25 5,550 95 44 0.009 0.022 8,600 200 68 0.012 0.112
' ~ 6,000, ~160 ~47 | ~0.013 | ~0.045 | ~ 98,00 ~715 ~77 | ~0.036 | ~0.235
3 4,300 95 41 0.011 0.028 7,350 200 69 0.014 0.135
~ 4,900 ~160 ~46 | ~0.016 | ~0.055 | ~ 8,150 | ~715 ~77 | ~0.044  ~0.27
4 3,300 95 41 0.014 0.036 5,550 200 70 0.018 0.18
~ 3,800, ~160 ~48 | ~0.021 | ~0.072 | ~ 6,000 ~715 ~75 | ~0.06 & ~0.36
5 2,700 95 42 0.018 0.045 4,300 200 68 0.023 0.225
~ 3,060 ~160 ~48 | ~0.026 | ~0.09 |~ 4,900 ~715 ~77 | ~0.073 | ~0.45
6 2,450 95 46 0.019 0.054 3,700 200 70 0.027 0.27
~ 3,250 ~160 ~61 | ~0.025 ~0.108 | ~ 4,350 ~715 ~82 | ~0.082 ~0.54
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P 7 — JA\ Dao Phay SUPER Coating

G M RB H -2 Recommended Cutting Condition

Work Non-Alloy Steels
=z material (~ 28HRC) (~ 32HRC)
§ § oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
©6 min® | mm/min | m/min mm |[apmm | min" |mm/min| m/min mm | ap mm
02 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45,650 | ~590 ~ 57 ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
_|§ ) ~45,650 | ~590 =2 7 ~0.006 | ~0.045 | ~32,600 | ~325 @0l ~0.005 | ~0.045
§ 5 03 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
] ' ~45,650 | ~760 ~ 86 ~0.008 | ~0.054 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
04 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
| ' ~45,650 | ~760 =11 ~0.008 | ~0.072 | ~32,600 = ~405 ~82 ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
= ' ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
o i’ 06 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
73 ' ~34,800 | ~935 (O]l ~0.013 | ~0.1 ~25,000 | ~465 ~94 ~0.009 | ~0.1
2 0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
— 0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
) ~27,150 | ~935 ~128 ~0.017 | ~0.135 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
29 0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
: g ' ~27,150 | ~935 ~136 ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
2y 0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
v e ' ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
z 15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
= %U, ' ~15,200 | ~935 ~143 ~0.031 | ~0.27 | ~10,300 | ~465 =97 ~0.023 | ~0.27
o2
52 Work Low Alloy Steels
a material (10 ~ 28HRC) (32 ~ 38HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Vc fz  Cutting Depth
%g min” [mm/min | m/min | mm |apmm | min' |mm/min| m/min | mm |ap mm
it -oju_ 0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
%3 ' ~45,650 | ~590 ~ 57 ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
© 0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
SE— ’ ~45,650 | ~590 ~ 72 ~0.006 | ~0.045 | ~32,600 = ~325 ~={3 ~0.005 | ~0.045
03 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
T O ' ~45,650 | ~760 ~ 86 ~0.008 | ~0.054 | ~32,600 = ~420 ~61 ~0.006 | ~0.054
9 8 0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
g>§ ' ~45,650 | ~760 alils ~0.008 | ~0.072 | ~32,600 | ~405 ~82 ~0.006 | ~0.072
©& 05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
' ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
- 06 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
> ' ~34,800 | ~935 ~131 ~0.013 | ~0.1 ~25,000 | ~465 ~94 ~0.009 | ~0.1
29 0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
8_% ' ~29,350 | ~935 ~129 ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
oz 0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
a= ) ~27,150 | ~935 ~128 ~0.017 | ~0.135 | ~20,100 | ~465 =) ~0.012 | ~0.135
a 0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
Z 1 ' ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
§-§ 1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
2% ~21,750 | ~935 ~137 ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
' ~15,200 | ~935 ~143 ~0.031 | ~0.27 | ~10,300 | ~465 ~={g]/ ~0.023 | ~0.27
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Dao Phay SUPER Coating // P =7

GMRBH-2

Recommended Cutting Condition

Work High Alloyed Steels -Tool Steels
material (~ 15HRC) (~ 35HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
min® | mm/min | m/min mm |[apmm | min' | mm/min| m/min mm | ap mm
0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45,650 | ~590 ~ 57 ~0.006 | ~0.036 | ~32,600 ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
) ~45,650 | ~590 ~ 72 ~0.006 | ~0.045 | ~32,600  ~325 ~51 ~0.005 | ~0.045
0.3 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
' ~45,650 | ~760 ~ 86 ~0.008 | ~0.054 | ~32,600  ~420 ~61 ~0.006 | ~0.054
0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
) ~45,650 | ~760 ~115 ~0.008 | ~0.072 | ~32,600  ~405 ~82 ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
' ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
0.6 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
) ~34,800 | ~935 = ~0.013 | ~0.1 ~25,000 | ~465 ~94 ~0.009 | ~041
0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
) ~27,150 | ~935 ~128 ~0.017 | ~0.135 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
) ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400  ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
) ~15,200 | ~935 ~143 ~0.031 | ~0.27 | ~10,300 = ~465 ~97 ~0.023 | ~0.27
Work Hardened Steels - Hardened Cast Iron Chilled Cast Iron
material (~ 55HRC) (~ 42HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
min”' | mm/min | m/min mm |[apmm| min" | mm/min| m/min mm | ap mm
0.2 18,450 125 23 0.003 0.004 29,500 125 37 0.002 0.018
' ~20,650 | ~215 ~26 ~0.005 | ~0.007 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 18,450 125 29 0.003 0.005 29,500 125 46 0.002 0.023
’ ~20,650 | ~215 ~32 ~0.005 | ~0.009 | ~32,600 | ~325 ~51 ~0.005 | ~0.045
03 18,450 145 35 0.004 0.005 29,500 145 56 0.002 0.027
' ~20,650 | ~270 ~39 ~0.007 | ~0.011 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
04 18,450 145 46 0.004 0.007 29,500 145 74 0.002 0.036
' ~20,650 | ~270 ~52 ~0.007 | ~0.014 | ~32,600 | ~405 ~82 ~0.006 | ~0.072
05 16,600 170 52 0.005 0.009 27,050 170 85 0.003 0.045
' ~19,000 | ~305 ~60 ~0.008 | ~0.018 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
06 14,150 170 53 0.006 0.01 22,100 170 83 0.004 0.055
' ~15,750 | ~295 ~59 ~0.009 | ~0.022 | ~25,000 | ~465 ~94 ~0.009 | ~0.1
0.7 12,300 170 54 0.007 0.012 19,650 170 86 0.004 0.062
' ~13,500 | ~295 ~59 ~0.011 | ~0.025 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 11,650 170 55 0.007 0.014 17,800 170 84 0.005 0.07
~12,400 | ~295 ~58 ~0.012 | ~0.028 | ~20,100 | ~465 =95 ~0.012 | ~0.135
0.8 11,050 170 56 0.008 0.015 17,200 170 86 0.005 0.075
' ~11,950 | ~295 ~60 ~0.012 | ~0.03 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 9,850 170 56 0.009 0.016 15,350 170 87 0.006 0.08
' ~10,850 | ~305 ~61 ~0.014 | ~0.032 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 9,200 170 58 0.009 0.018 14,150 170 89 0.006 0.09
~ 9,800 | ~305 ~61 ~0.016 | ~0.035 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 6,150 170 58 0.014 0.028 9,200 170 87 0.009 0.135
' ~ 6,500 | ~305 ~61 ~0.023 | ~0.055 | ~10,300 | ~465 ~97 ~0.023 | ~0.27
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>rcr \\ Dao Phay SUPER Coating

M Recommended Cutting Condition

=
25
“8 min" |mm/min| min" |mm/min| min" |mm/min| min" [mMM/min| min" [MM/min
0.1 18,750 35 16,875 30 15,000 30 12,375 15 12,375 15
0.2 18,750 45 16,875 40 15,000 35 12,375 20 12,375 15
=z 0.3 18,750 65 16,875 50 15,000 40 12,375 25 9,375 20
_g' E; 0.5 18,750 130 16,875 100 15,000 80 12,375 50 9,375 30
¢ 3 0.6 18,750 165 16,875 130 15,000 100 11,250 55 9,375 40
0.8 18,750 210 16,875 150 11,250 100 9,375 60 7,125 40
— 1 18,000 260 14,250 200 9,560 130 7,690 80 6,000 50
2 12,490 300 9,750 240 6,560 150 5,440 90 4,125 55
. E 3 8,175 300 6,490 240 4,310 150 3,560 90 2,810 55
% ? 4 6,260 310 4,950 250 3,300 160 2,700 95 2,100 60
o 5 5,890 350 4,690 280 3,110 180 2,400 100 1,910 60
6 4,910 330 3,880 270 2,590 170 1,990 100 1,575 60
| 8 3,705 330 2,925 250 1,950 160 1,500 90 1,200 60
o 10 2,925 300 2,310 240 1,540 150 1,200 85 960 50
g 12 2,490 300 1,970 240 1,310 150 990 85 790 50
29 Cutti 5
23 utting 000 | 2 E
Depth Z
D=0D 1.0D

G H S E-2 Recommended Cutting Condition

Aeyd oeQ

(2]
c
0
m
Py
(@)
o
)
=
=}
Q@

2,
me
Eé’q min” [mm/min| min® [mm/min| min® |mMm/min| min® |mMm/min| min?* |MmM/min
© 0.1 18,750 25 16,875 20 15,000 20 12,375 10 12,375 10
— | 0.2 18,750 30 16,875 30 15,000 25 12,375 15 12,375 10
5 0.3 18,750 45 16,875 35 15,000 30 12,375 20 9,375 15
é 2 0.5 18,750 90 16,875 70 15,000 55 12,375 35 9,375 20
93 0.6 18,750 120 16,875 90 15,000 70 11,250 40 9,375 30
®L 0.8 18,750 150 16,875 110 11,250 70 9,375 40 7,125 30
1 18,000 370 14,250 290 9,560 180 7,690 110 6,000 70
] 2 12,490 420 9,750 340 6,560 210 5,440 130 4,125 80
§ o 3 8,175 420 6,490 340 4,310 210 3,560 130 2,810 80
2 % 4 6,260 440 4,950 350 3,300 220 2,700 135 2,100 85
= 5 5,890 510 4,690 405 3,110 250 2,400 140 1,910 90
%< 6 4,910 475 3,880 390 2,590 240 1,990 140 1,575 90
“ 8 3,705 465 2,925 360 1,950 220 1,500 130 1,200 80
10 2,925 420 2,310 340 1,540 210 1,200 120 960 80
Z 12 2,490 420 1,970 340 1,310 210 990 120 790 80
82 . Z
25 cDu:g:hg 1'0{ % 1'0{
D-0D 0.03D 77, 0.020

F039



Dao Phay SUPER Coating // Frr

Side Milling

Recommended Cutting Condition

=
25
min’ [mm/min| min® |mm/min| min® |mm/min| min? [MM/min| min" |MM/min “8
1 24,000 814 19,000 578 12,750 391 10,250 237 8,000 149
2 16,650 963 13,000 688 8,750 462 7,250 286 5,500 176
3 10,900 963 8,650 688 5,750 462 4,750 286 3,750 176 =z
4 8,350 990 6,600 715 4,400 484 3,600 297 2,800 184 g' E;
5 7,850 1,100 6,250 825 4,150 550 3,200 319 2,550 204 ¢ %
6 6,550 1,073 5,175 770 3,450 523 2,650 308 2,100 193
8 4,940 1,034 3,900 743 2,600 495 2,000 286 1,600 182 —
10 3,900 963 3,075 693 2,050 462 1,600 264 1,275 171
12 3,325 963 2,625 693 1,750 462 1,325 264 1,050 165 o E
16 2,450 825 1,950 605 1,300 402 1,000 231 800 149 % ?
20 1,950 715 1,550 534 1,025 358 800 209 650 138 o
Cutting 1'ODI 1'ODI -
Depth
D-0D %ﬂ 0.03D %ﬂ 0.02D g
s
GHSB-2
G H B _2 Recommended Cutting Condition
2
ms
oD
52
min" [mm/min| min" |mm/min| min" |mm/min| min" |mMM/min| min" |MM/min &
0.1 25,000 660 25,000 578 22,500 528 20,000 424 17,500 371 o
0.15 25,000 825 25,000 743 22,500 660 20,000 531 17,500 462 S§
0.2 25,000 1,045 25,000 935 22,500 825 20,000 660 17,500 578 5 90
0.25 25,000 1,320 25,000 1,155 22,500 1,045 20,000 825 17,500 715 ;‘Sé’
0.3 25,000 1,595 25,000 1,375 22,500 1,210 20,000 990 17,500 880 ©
0.4 25,000 2,145 25,000 1,815 22,500 1,650 20,000 1,320 17,500 1,155 —
0.5 25,000 2,640 25,000 2,310 22,500 2,090 20,000 1,650 17,500 1,430 5
0.6 25,000 2,805 24,000 2,365 21,500 2,118 19,000 1,650 17,000 1,485 é%
0.75 25,000 2,970 24,000 2,475 21,500 2,200 18,500 1,705 16,500 1,485 o3
1 24,850 3,135 23,900 2,640 20,000 2,200 17,500 1,733 16,000 1,540 ®2
1.5 16,550 3,300 15,900 2,915 13,250 2,200 11,750 1,733 10,500 1,540
2 12,450 3,300 11,950 2,915 10,000 2,200 8,750 1,733 8,000 1,540 ]
2.5 9,300 3,190 8,900 2,695 7,500 2,063 6,750 1,678 5,750 1,403 % o
3 6,950 2,668 6,700 2,255 5,500 1,705 5,000 1,375 4,400 1,183 = ?u
4 5,550 2,310 5,350 1,925 4,500 1,485 4,000 1,183 3,500 1,018 9F
5 4,650 2,035 4,450 1,705 3,750 1,320 3,300 1,045 2,900 908 %<
6 3,475 1,623 3,340 1,375 2,800 1,045 2,500 853 2,200 688 .
8 2,785 1,458 2,675 1,210 2,250 935 2,000 743 1,750 550
10 2,225 1,293 2,150 1,073 1,800 825 1,600 660 1,400 440 Zu
32
Cutting 0.02D %-E
Depth 7 <
D=0D 0.05D

F040



S M\ D:o Phay SUPERCoating
8 M g E |-_2.2 m Recommended Cutting Condition

(~30HRC) | (30~50HRC) | | | |

min” |mm/min| min® |mm/min| min® |mm/min| min® |mMmM/min| min® |MmM/min
] 0.1 29,400 50 16,600 30 13,950 20 25,200 80 30,950 360
0.2 29,400 50 16,600 30 13,950 20 25,200 85 30,950 360

_g fj 0.3 27,300 55 15,400 35 12,950 25 23,400 90 28,750 395
S 0.4 27,300 55 15,400 35 12,950 25 23,400 95 28,750 395
] 0.5 25,200 65 14,200 40 11,950 30 21,600 110 26,500 470
- 0.6 22,400 75 12,650 45 10,650 35 19,200 125 23,550 540

= i 0.7 19,600 85 11,050 55 9,300 40 16,800 140 20,650 615
’ g 0.8 17,500 95 9,850 60 8,310 45 15,000 160 18,400 685

0.9 16,450 100 9,250 60 7,810 45 14,100 165 17,300 720
1 14,300 105 8,500 65 7,150 50 18,700 205 44,000 330

1.5 9,350 150 5,500 85 5,600 80 12,100 205 27,500 385

2 7,850 160 5,150 100 4,300 80 9,350 220 22,000 460

3 6,100 180 3,800 120 3,150 100 6,050 220 15,400 460

4 5,150 255 3,150 155 2,650 130 4,600 220 11,000 460

5

6

8

slaweay
eoq oeq

4,300 270 2,550 160 2,150 135 3,650 220 9,150 460
3,800 300 2,300 190 1,950 155 2,950 255 7,600 485
2,850 325 1,700 170 1,450 155 2,200 275 5,700 485

Aeyd oeQ

(2]
c
0
m
Py
(@)
o
o
=
=
Q@

" 10 2,200 280 1,350 135 1,150 135 1,850 285 4,600 485
SH nooa 12 1,850 240 1,150 110 950 110 1,450 295 3,750 485
;; § 14 1,700 215 1,050 100 850 100 1,300 310 3,300 485

<
© 16 1,500 185 950 95 700 95 1,100 320 2,850 485

20 1,150 145 700 70 550 70 900 340 2,200 485

Iy

o 0.5D
3 e, Cutting (~®3:0.2D)I Z E i 2 E
) Z Z
»2 Depth

D=0D 1.0D D

9
QO
38
a o
o3
£e
e
z 3
o I
e
=5
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Finish
Side Milling

(~30HRC) | (30~50WRC) | | | |

GMSE-4
GMSEL-4

Recommended Cutting Condition

1 17,600 150 10,250 85 8,650 75 18,700 620 44,000 1,050
1.5 11,800 215 7,050 115 7,050 120 12,100 620 27,500 1,160
2 9,850 240 6,450 145 5,350 120 9,350 640 22,000 1,320
& 7,600 270 4,750 170 3,950 145 6,050 640 15,400 | 1,320
4 6,450 485 3,950 300 3,300 240 4,600 640 11,000 1,320
5 5,350 510 3,200 305 2,700 255 3,650 640 9,150 | 1,320
6 4,750 560 2,850 350 2,400 280 2,950 770 7,600 1,430
8 3,550 605 2,150 325 1,800 300 2,200 815 5,700 | 1,430
10 2,750 520 1,700 255 1,450 255 1,850 860 4,600 1,430
12 2,350 440 1,450 215 1,150 205 1,450 900 3,750 1,430
14 2,100 395 1,300 195 1,050 190 1,300 945 3,300 1,430
16 1,850 350 1,150 170 950 170 1,100 970 2,850 | 1,430
20 1,450 270 900 135 700 130 900 1,035 2,200 1,430
Cutting 1.055[ 1.501
Depth %’q 0.1 % 0.1D
D=0D

Fo42
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>rcr \\ Dao Phay SUPER Coating

m Recommended Cutting Condition

= | (~30HRC) | (30~50HRC) [ | | |
26
o
5 min" [mm/min| min" |mm/min| min" [mm/min| min" [mMM/min| min" [MM/min
1 14,300 75 8,500 45 7,150 35 18,700 185 44,000 300
1.5 12,750 105 5,550 60 5,600 55 12,100 185 27,500 345
. £ 2 7,850 110 5,150 70 4,300 55 9,350 200 22,000 420
§ ;_)i 3 6,100 125 3,800 85 3,150 70 6,050 200 15,400 430
S 4 5,150 180 3,150 110 2,650 90 4,600 185 11,000 420
5 4,300 190 2,550 110 2,150 95 3,650 200 9,150 420
] 6 3,800 210 2,300 135 1,950 110 2,950 230 7,600 440
= 8 2,850 230 1,700 120 1,450 110 2,200 240 5,700 440
= il 10 2,200 195 1,350 95 1,150 95 1,850 255 4,600 440
73 12 1,850 170 1,150 75 950 75 1450 @ 275 3750 @ 430
> 14 1,700 150 1,050 70 850 70 1,300 285 3,300 430
— 16 1,500 130 950 65 700 65 1,100 285 2,850 430
20 1,150 100 700 550 50 900 310 2,200 430
25
-9 Cutting (o8 SZBI% E i% 7
oo Depth 7
e
D=0D D

Finish
G M s E -3 Recommended Cutting Condition

Aeyd oeQ

(2]
c
0
m
Py
@]
o
)
=
=}
Q

2, | (~30HRC) | (30~50HRC) [ | | |
me
Eé’q min" [mm/min| min® |mm/min| min® [mMM/min| min® [MM/min| min" [MM/min
© 1 17,600 110 10,250 65 8,650 55 18,700 460 44,000 750
| 1.5 11,800 160 7,050 85 7,050 90 12,100 460 27,500 860
e 2 9,850 180 6,450 120 5,350 100 9,350 475 22,000 1,035
9 8 3 7,600 205 4,750 130 3,950 105 6,050 475 15,400 990
g g}i 4 6,450 365 3,950 220 3,300 180 4,600 485 11,000 1,035
= 5 5,350 385 3,200 230 2,700 195 3,650 485 9,150 1,010
6 4,750 425 2,850 265 2,400 215 2,950 570 7,600 1,100
5 8 3,550 450 2,150 245 1,800 225 2,200 615 5,700 1,100
g %UJ 10 2,750 390 1,700 195 1,450 195 1,850 640 4,600 1,100
g Y 12 2,350 330 1,450 160 1,150 155 1,450 670 3,750 1,100
§2 14 2,100 465 1,300 145 1,050 140 1,300 705 3,300 1,100
a 16 1,850 265 1, 1 50 130 900 130 1,100 725 2,850 1,100
20 1,450 205 100 700 100 900 770 2,200 1,100
i
oc Cutting 1 ODI 1 5DI
&6 Depth %(’1 %ﬂ
D=0D

F043
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Recommended Cutting Condition

(~ 30HRC) (30 ~ 50HRC) (50 ~ 60HRC) (60 ~ 65HRC)

=z
25
e
o
min” mm/min min” mm/min min” mm/min min” mm/min
< 1 19,000 639 12,750 468 10,250 284 8,000 179
Jﬂ': 2 13,000 825 8,750 555 7,250 344 5,500 212 . =
S
= 3 8,650 825 5,750 555 4,750 344 3,750 212 @ s_xj)'
© 4 6,600 858 4,400 581 3,600 357 2,800 221 °
3 5 6,250 990 4,150 660 3,200 383 2,550 245 —
% 6 5,175 924 3,450 627 2,650 369 2,100 231 =
s 8 3,900 891 2,600 594 2,000 344 1,600 218 o i’
© 10| 305 | 83t 2050 | 555 1600 | 317 1,275 204 7g
g 12 2,625 831 1,750 555 1,825 317 1,050 198 >
é 16 1,950 726 1,300 482 1,000 278 800 179 E—
(O] 20 1,550 641 1,025 429 800 251 650 165
ig
Cutting 1_5{ 1.5{ 1.5{ 1.0{ :g
Depth 0.05D 0.03D 47, 0.03D 47 0.020
D-0D
wn
C
VO
. o o &
GMSR-2 M Recommended Cutting Condition 2%
53
E
(~ 30HRC) (30 ~ 45HRC) (45 ~ 55HRC) @
mo
Pl
38
mm/min mm/min mm/min o
3 6,255 140 4,050 70 2,970 50 o
4 5,040 180 3,240 90 2,430 50 & nooz
wn
5 4,320 220 2,745 100 2,115 70 g §
<
6 3,735 260 2,385 130 1,845 80
8 2,835 190 1,800 130 1,440 80 g?
10 1,935 205 1,530 130 1,125 80 g
12 1,620 180 1,350 120 945 70 9 §
<
16 1,620 190 990 90 670 50 2
20 1,170 140 770 60 560 40
>
1.0D 3
. 0 52
Cutting Depth I M 5§
D=0D 0.3D 7

F044
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Side Milling /' Recommended Cutting Condition

= (~ 30HRC) (30 ~ 45HRC) (45 ~ 55HRC)
25
SE
o
mm/min min” mm/min in’ mm/min
3 6,255 180 4,050 135 2,970 90
g‘ § 4 5,040 220 3,240 150 2,430 95
"3 5 4,320 225 2,745 190 2,115 110
6 3,735 225 2,385 190 1,845 110
= 8 2,835 240 1,800 190 1,440 110
= 10 1935 240 1,530 190 1,125 110
’ § 12 1,620 190 1,350 170 945 95
16 1,620 170 990 125 760 80
20 1,170 120 770 95 560 60
58
% OU 2.0D 2 OD_ 2
B Cutting Depth ' '
- 0.05D - 7'1 0.02D
D=0D - —
(%2]
c
O
58 Side Milling : .
o3 GMSR-4 Recommended Cutting Condition
82
3
@ (~ 30HRC) (30 ~ 45HRC) (45 ~ 55HRC)
mo
A1
s
<
o mm/min min” mm/min in’ mm/min
3 6,255 180 4,050 135 2,970 90
& g, 4 5,040 220 3,240 150 2,430 95
(%3]
g § 5 4,320 225 2,745 190 2,115 110
<
6 3,735 225 2,385 190 1,845 110
= 8 2,835 240 1,800 190 1,440 110
g 10 1,935 240 1,530 190 1,125 110
= g 12 1,620 190 1,350 170 945 95
o<
a2 16 1,620 170 990 130 760 80
20 1,170 120 770 95 560 60
>
—% 7
2§ Cutting Depth Z'ODL Z'ODL
0.05D [’7'1 0.02D
D=0D - -

F045



Dao Phay SUPER Coating // rr

Recommended Cutting Condition

(~ 30HRC) (30 ~ 45HRC) (45 ~ 55HRC)

=5
o0
&L
o
min" |mm/min | apmm | min" | mm/min| apmm | min” | mMm/min | ap mm
0.1x0.3 | 50,000 255 0.005 48,350 205 0.005 28,850 55 0.002
0.1x0.5 | 50,000 255 0.003 41,100 205 0.004 24,500 55 0.002 g‘ %
0.2x0.5 | 50,000 310 0.009 37,950 240 0.009 22,800 65 0.004 3
0.2x 1 45,150 310 0.007 32,250 240 0.006 19,350 65 0.003 L
0.2x1.5 | 31,600 230 0.004 22,600 180 0.004 13,550 45 0.002 =
0.3x 1 47,150 315 0.01 33,800 240 0.01 20,250 70 0.004 gg
(2]
0.3x1.5 | 40,100 315 0.01 28,700 240 0.01 17,210 70 0.004 §
0.3x 2 28,050 235 0.006 20,100 180 0.005 12,050 55 0.002 —
0.3x 3 28,050 235 0.004 20,100 180 0.003 12,050 55 0.002 5o
03x4 | 19650 = 175 | 0002 | 14050 | 135 | 0.002 8430 | 40 0.001 % 8
04  |29700~37,800] 200~440 | 0.007~0.018 |21600~27,000 90~340 | 0.007~0.018 |13500~16200 30~ 90 | 0.004~0.008 o8
05  |29700~37800] 200~440 | 0.009~0.022 |21600~27,000 90~340 | 0.009~0.022 |13500~16200 30~ 90 | 0.004~0.009
0.6  |29700~37,800] 250~570 | 0.011~0.026 |21600~27,000 110~440 | 0.011~0.026 |13500~16200 40~110 | 0.005~0.011 %S’
07  |29700~37800] 250~570 | 0.012~0.031 |21600~27,000 110~440 | 0.012~0031 |13500~16200] 40~110 | 0.006~0013 g':q
0.8  |25650~33300] 280~630 | 0.014~0.035 |18450~23400 120~480 | 0.014~0.035 |11700~13950| 45~130 | 0.007~0015 (;;g
0.9  |23400~29700] 280~720 | 0.03 ~0.06 |17,100~21,600 160~540 | 0.03 ~006 |10350~12150| 50~130 | 0.008~0016
1 |21600~27000) 280~810 | 0.045~009 |14850~18900 190~590 | 0.045~009 | 9450~12150| 70~130 | 0.009~0.018 % o
1.2 |17550~21600| 280~890 | 0.055~01 | 12600~15300 190~590 | 0.055~0.1 | 8,100~ 9900 70~130 | 0.01 ~0.022 % %
1.4 |15300~18900| 280~890 | 0.062~0.125 |10.800~13500 190~590 | 0.062~0.125 | 6750~ 8550 70~130 | 0.012~0.025 5=
15 |13950~18000| 280~890 | 0.07 ~0135 | 9.900~13050 190~590 | 007 ~0.135 | 6300~ 7650 70~130 | 0.014~0028 | |
1.6 |13500~17,00| 280~890 | 0.075~0.145 | 9.900~12150 190~590 | 0.075~0.145 | 5850~ 7650 70~130 | 0.015~0.03 =g
1.8 |12600~16200) 280~890 | 0.08 ~016 | 9,000~10800 190~590 | 0.08 ~0.16 | 5400~ 6750 70~130 | 0.016~0.032 é 2
2 |11250~13950) 280~890 | 0.09 ~0.18 | 8100~ 9,900 190~590 | 0.09 ~0.18 | 4950~ 6300 70~130 | 0.018~0035 b
25 | 9000~11700] 280~890 | 0.112~0235 | 6300~ 8,100 190~590 | 0.12~0235 | 4050~ 4950 70~130 | 0.022~0.045 o
3 7650~ 9450 280~890 | 0135~027 | 5400~ 6750 190~590 | 0.135~027 | 3,150~ 4050 70~130 | 0.028~0.05 g 5§
o
4 5,850~ 7200 280~890 | 018 ~036 | 4050~ 4950 190~590 | 0.18 ~0.36 | 2430~ 3150 70~130 | 0.036~0.072 gg
5 4500~ 5850 280~890 | 0225~045 | 3150~ 4050 190~590 | 0.225~045 | 1980~ 2520 70~130 | 0.045~009 H
6 4500~ 4950) 280~890 | 027 ~054 | 2700~ 3600 190~590 | 0.27 ~054 | 1800~ 2700 70~130 | 0.054~0.108
o
Cutting _1_% g E—T
Depth ap_T_ <0
D=0D
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>rcr \\ Dao Phay SUPER Coating

Recommended Cutting Condition

(~30HRC) | (30~50HRC) | (50HRC~) | |

min” [mm/min| min® [mm/min| min® |mMMm/min| min® |mMm/min| min’* |MmM/min

1 12,350 640 9,150 415 4,000 125 10,500 220 30,800 395
= = 15 11,400 575 8,550 390 3,800 125 7,050 230 20,500 395
@ “3—" 2 8,950 630 7,150 450 3,600 150 5,150 285 15,400 395
2.5 7,800 700 6,200 490 3,100 150 4,150 330 12,100 470
3 7,250 870 5,900 705 2,700 160 3,400 360 10,300 470
= 4 6,100 1,090 4,900 785 2,050 190 2,500 460 7,900 540
g ? 5 5,450 1,330 4,350 870 1,750 190 2,050 460 6,150 540
E 6 4990 | 1,500 3,950 950 1,500 210 1,750 460 5,150 630
| 8 4,085 1,470 3,200 905 1,150 210 1,300 460 3,850 540
10 3,550 1,425 2,800 885 950 210 1,050 420 2,950 540
3 g
» O Cutting ap ap:D1:D6=S.2mm 0.3D
ae 0.7D
& D-=0D
VO
m o
X ©
o3
22 GTSE-4 : o
2 GTS E L_ 4 Recommended Cutting Condition
wn
Co
mo
“3 (~ 30HRC) |(30 ~ 50HRC)| (300Series) | (400Series) | | |
22
o
min’ |mm/min| min® [mm/min| min? {mm/min| min® |mm/min| Min® {mMm/min| min® |mm/min
|w)
é 3 6 6,060 390 | 4,240 350 | 4,590 320 | 6,420 320 | 4,590 320 1,220 90
g ngi 8 4,545 500 | 3,180 350 | 3,440 390 | 4,810 420 | 2,950 420 910 110
= 10 4,010 620 | 2,800 430 | 2,750 530 | 3,850 530 | 2,750 530 730 140
- 12 3,340 630 | 2,340 440 | 2,290 510 | 3,210 510 | 2,290 410 610 135
g o 14 2,860 560 | 2,000 390 1,960 470 | 2,750 470 1,960 470 520 130
%8 16 2510 | 530 | 1,755 | 370 | 1,720 | 430 | 2,400 & 430 | 1,720 | 430 455 | 120
9§ 18 2,230 | 530 | 1,560 | 370 | 1,530 | 430 | 2,140 & 430 | 1,530 | 430 405 | 110
O <
i 20 2,000 = 520 | 1,400 | 365 | 1,370 | 420 | 1,930 | 420 | 1,370 | 420 365 | 110
25 1,600 | 405 | 1,120 | 280 | 1,090 | 340 | 1,540 | 340 | 1,000 | 340 290 | 100
> Alloy Steels * Cast Iron * Stainless 300Series&400 Series * Ti | Inconel
53 .
o Cutting 1.5D ! 10D
S% Depth D* Dt D) Lo -
50D —p 47 0.5 b _47) 0.35D
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Dao Phay SUPER Coating // P Y =~ ad

Recommended Cutting Condition

(~ 30HRC) (30 ~ 45HRC) (45 ~ 55HRC)

_z
26
&L
o
min" | mm/min| apmm | min® | mm/min | apmm | min" | mm/min | ap mm
0.1x05| 46,100 335 0.018 34,380 195 0.014 21,600 135 0.01
z
0.1x 1 | 46,100 335 0.013 34,800 195 0.01 21,600 135 0.007 g'E:
wn
0.1x15| 39,150 250 0.007 29,550 145 0.006 18,350 100 0.004 °
02x 1 | 46,100 475 0.019 34,800 270 0.015 21,400 190 0.011
02x 2 | 39,150 355 0.011 29,550 200 0.008 18,200 145 0.006 =
=]
02x 3 | 39,150 355 0.007 29,550 200 0.005 18,200 145 0.004 g;
® o
02  |29700~37,800] 180~490 | 0.018~0.036 |21,600~27.000| 90~270 | 0.018~0036 |13500~17,100]  90~180 | 0.004~0.007 2
0.25 |20700~37,800| 180~490 | 0.023~0045 |21,600~27,000 90~270 | 0.023~0.045 |13500~17,100|  90~180 | 0.005~0.009
0.3  |29700~37,800 225~630 | 0.027~0054 |21,600~27,000 110~350 | 0.027~0.054 |13500~17,100| 110~225 | 0.005~0.011 o
D Q®
04  |29700~37,800] 220~630 | 0.036~0.072 |21,600~27.000| 110~390 | 0.036~0072 |13500~17,100] 110~225 | 0.007~0.014 2e
e
05  |27000~34200] 250~690 | 0.045~0.09 |19,800~24300 130~390 | 0.045~009 |1250~15750 130~250 | 0.009~0.018 @
0.6  |22500~28800] 250~770 | 0.055~01 |16200~20700 130~390 | 0.055~0.1 |10350~13050 130~250 | 001 ~0022
2]
07  |19800~24300] 250~770 | 0.062~0.125 |14400~17,100 130~390 | 0.062~0.125 | 9.000~11250 130~250 | 0.012~0.025 ==
M o
el
0.75 |18000~22500 250~770 | 0.07 ~0135 |13,050~16650| 130~390 | 0.07 ~0.135 | 8550~10350 130~250 | 0.014~0.028 o
o
(V)
0.8  |17.100~22500 250~770 | 0.075~0.145 |12600~15750 130~390 | 0.075~0.145 | 8100~ 9.900| 130~250 | 0.015~003 ==
(o]
09  |16200~20700] 250~770 | 0.08 ~0.16 |11.250~14400 130~390 | 0.08 ~0.16 | 7,200~ 9,000 130~250 | 0.016~0.032
wn
1 |14400~18000| 250~770 | 0.09 ~0.18 |10350~13050  130~390 | 0.09 ~018 | 6750~ 8100 130~250 | 0.018~0.035 c9
Mo
15 | 9900~12600| 250~770 | 0135~027 | 6750~ 8550 130~390 | 0.135~027 | 4500~ 5400 130~250 | 0.028~0.05 23
[V
<
2 8100~10800| 250~770 | 0.18 ~036 | 5490~ 7,380, 130~390 | 0.18 ~0.36 | 3600~ 4500 130~250 | 0.035~0.07 e}
25 | 6300~ 8100 250~770 | 0225~045 | 4500~ 5850 130~390 | 0225~045 | 2930~ 3690| 130~250 | 0.044~0.088
3 5400~ 7200 250~770 | 027 ~054 | 3600~ 4950 130~390 | 027 ~054 | 2250~ 3150 130~250 | 0.053~0.105 9
Eﬁo
O3
o 0
. &
Cutting
Depth Ae .
O
D=0D IS
ElNv)
S3
o
03
O
gJ'_‘<
£
>
- U
=
cE
&6
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>rcr \\ Dao Phay SUPER Coating

M Recommended Cutting Condition

= (~ 30HRC) (30~45HRC) | |
26
&L
O
mm/min min” mm/min min” mm/min in mm/min
_ 6 14,740 2,410 11,720 870 7,940 600 2,700 260
=
§ o 8 10,960 2,410 8,690 870 5,950 600 2,025 240
3
10 8,690 2,410 7,180 870 4,820 590 1,460 260
- 12 7,560 2,490 5,670 830 3,970 590 1,350 260
S
g ? 16 5,670 2,490 4,540 790 3,120 530 900 150
jo)
° 20 4,540 2,250 3,400 585 2,270 370 740 135
78 cutti ® # Dot
e
E Du |tnhg 0.5011: 2 7 5 o.5o$ 2 7
@ D ep D ap:® 4~@10=0.25xD b "
©12~®16=0.15xD
D=0D 218~ @20=0.1 xD

GTRE Side Milling /' Recommended Cutting Condition

Aeyd oeQ

(92)
c
T
m
Y
@)
o)
=
=
«Q

© (~ 30HRC) (30~45HRC) | |
55
mo
77
U3
< ; . - 7 . A s . 1 q
O mm/min mm/min min mm/min min mm/min
6 14,740 2,410 11,720 870 7,940 600 2,700 260

TO
% QOj; 8 10,960 2,410 8,690 870 5,950 600 2,025 240
Q=
®2 10 8,690 2,410 7,180 870 4,820 590 1,460 260
=] 12 7,560 2,490 5,670 830 3,970 590 1,350 260
Elv)
%8 16 5,670 2,490 4,540 790 3,120 530 900 150

3
Oz
§_3 20 4,540 2,250 3,400 590 2,270 370 740 135
«
;5 .;DQ CDutti :\hg 1.5Dil: ae 1.0Dil:
;&‘g ep A RED) 26:0 4~010=0.25xD _%4: 1,0.050

212~ @16=0.15xD
D=0D ©18~@20=0.1 xD

F049



e yy// >crTr

gﬁg E -ﬁ_z Recommended Cutting Condition

(~ 230HB) .=
26
&L
min’ mm/min min” mm/min &
1 15,180 455 15,180 760 I
1.5 11,840 475 11,835 710 -
2 10,170 510 10,170 710 g‘;
25 9,510 570 9,510 760 S
3 9,000 630 9,000 810 —
4 9,000 810 9,000 990 =
=
5 9,000 900 9,000 1,170 g =
“ o
6 9,000 1,080 9,000 1,350 S
7 7,965 1,120 7,965 1,355 —
8 7,200 1,260 7,200 1,620 e
9 7,200 1,395 7,200 1,510 % %
© g
10 7,200 1,530 7,200 1,890 oo
12 7,200 1,890 7,200 2,340
wn
14 5,400 1,620 5,400 1,980 ﬁ o
16 5,400 1,710 5,400 2,160 o
o
18 3,600 1,260 3,600 1,620 %’-2
«Q
20 3,600 1,440 3,600 1,710
wn
Co
To
. 1.0D e
Cutting 00 o3
Depth f—— ae ae: @ 3~10=0.25xD 3=
D - ©12~20=0.5 xD
D=0D -
T O
%) )
53
&2
=)
Q
29
a o
o3
g2
-
i
oc
e

F050



S = g\ Do Phay SUPER Coating
- Slotti
gﬁg E N|3-3 Recommended Cutting Condition

=z | Slotting | Side Milling
25
5
B min’ mm/min min’ mm/min
] 3 9,000 450 9,000 585
4 9,000 570 9,000 700
o 5 9,000 650 9,000 840
od
3 6 9,000 780 9,000 970
8 7,200 900 7,200 1,110
10 7,200 1,100 7,200 1,350
& 12 7,200 1,350 7,200 1,130
=3 14 5,400 1,160 5,400 1,420
5 16 5,400 1,215 5,400 1,560
B 18 3,600 900 3,600 1,170
20 3,600 1,035 3,600 1,230
A0
§ 3
2 go, Cutting 0-2011: DoV 2.5D:l:
Depth o 015D
D=0D
wn
59 Slotti
m 9 otting
g 3 GASEL-3 Side Milling/ Recommended Cutting Condition
98
E
@ Side Milling
o
mo
3
5
© 3 6,300 315 6,300 410
4 6,300 400 6,300 490
o5 5 6,300 450 6,300 590
53 6 6,300 545 6,300 680
(V)
o= 8 5,040 630 5,040 775
- 10 5,040 680 5,040 945
o 12 5,040 945 5,040 790
=9 14 3780 810 3780 995
gé’ 16 3,780 850 3,780 1,090
8 18 2,520 630 2,520 820
20 2,520 725 2,520 860
e
= Cutting 0-20# Dol 2.5{
=0 ‘7
- Depth oo _“47] 015D
D=0D

F051



Dao Phay SUPER PRO [/ 1 —

Side Face
@ @ G003 ~004

Dao phay mat phang
4-Flute End Mills with Multiple Helix g%
2 3:37 3 ) sD < ~ 2 E
G] @ E D<12 E D212 B g;g &.8:85 ©
* Loai bd rung dong dé cé dwoc hiéu suét &n dinh tét hon va dd nham bé mat
* Thiét ké tao ranh dac biét dé di chuyén chip t6t.
* Tubi tho dung cu dai do hinh dang ban kinh déc déo.
* Ap dung I&p pha Y dac biét dé nang cap kha ndng chiu nhiét va mai mon. = £
g
ﬁ )
| I8
=
g
Units: mm ==
» 3
5
O | (@ | @ | L
3 6 4 50 0.1 - 8 16 8 60 0.2 -
3 6 6 50 0.1 - 10 20 10 75 0.3 - Do
4 8 4 50 0.15 - 12 24 12 75 0.35 - % 8
4 8 6 50 0.15 - 16 32 16 100 0.4 - @ §
5 10 6 50 0.15 - 20 40 20 100 0.5 - v
6 12 6 50 0.2 -
»
c
me
Side Face ;U o
@ rDﬂ"G003~004 Q§
o<
~ <. o 2 a
Dao phay lw@i trung dai mat phang

4-Flute Long End Mills with Multiple Helix

w)
D
o
as
o
D
<

1010 &... &
— )@V D<3 D=3 W) Wl p<12 D212 D>12 0~-0.03

* Thiét ké sao dac biét va nhidu xoan 6c loai bd rung déng va cé dwoc qua trinh phay &n dinh va tron tru.
* Hinh dang ban kinh doc d4o dé lam cho céng cu ghi lai tudi tho.

»
c
0
m
Py
o
Py
o

* Higu suét tuyét voi cho SUS, thép nhe, gang, vat liéu cirng thap / trung binh dwéi HRC40.
)
%) QO
23
o8
//j r o<
el:lﬁ’ [ | I8
2 O
Q
L Units: mm 29
30
o3
O @@ o ® | @ | @ | L 5%
1 2.5 6 50 0.03 - 8 20 8 70 0.2 - “
1.5 4 6 50 0.05 - 10 25 10 75 0.3 -
2 6 6 50 0.075 - 12 30 12 80 0.35 - p
3 8 6 50 0.1 - 14 35 16 100 0.4 - o2
4 10 6 50 0.15 - 16 40 16 100 0.4 - 2g
5 15 6 60 0.15 - 18 45 16 100 0.5 - .
6 15 6 60 0.2 - 20 45 20 100 0.5 -

Goo1



B 7 — s\ Dao Phay SUPER PRO

Side
@ @ G003 ~004

Dao phay lw@i trung dai mat phang
=£ 4-Flute Long End Mills with Multiple Helix
SE & 3 o = £12 0~
© G] @ D<3 @ D23 E D<12 E D212 B Dots g~-g:8§
* Thiét k& sao séc nét va nhiéu xoén 6c loai bé rung dong va phay én dinh va tron tru.
* Higu suat tuyét voi cho SUS, thép nhe, gang, vat liéu cirng thap / trung binh dwéi HRC40.
<
S8
(F J—
(o)
S
] V 2
L
<
g
=2 Units: mm
“ o
E
(D) (2) (d) L
1 2.5 6 50 -
o
59 15 4 6 50 -
e
v O
2 6 6 50 -
& 3 8 6 50 -
To
55 4 10 6 0
o 5 -
52
2 5 15 6 60 -
- 6 15 6 60 -
58
S 8 20 8 70 -
38
o~ 10 25 10 75 -
12 30 12 80 -
-9
7o 16 40 16 100 -
o3
&
20 45 20 100 -
O
Q
35
>o
o3
e
5
1
oI
e
3

G002



GVSE-4 - GVSEM-4

GVSEM-4P
Work
material
oD RPM Feed Vc
1 48,383 | 194 152
15 32255 258 152
2 24192 290 152
3 16,128 | 323 152
4 12,096 = 387 152
5 9,677 426 152
6 8,064 = 516 152
8 6,048 = 653 152
10 5348 813 168
12 4,456 | 838 168
Cutting (015?[))
Depth
D=0D
Work Low Alloy Steels
material
oD RPM Feed Vc
1 34,059 136 107
1.5 22,706 | 182 107
2 17,030 | 204 107
3 11,353 | 227 107
4 8515 272 107
5 6,812 300 107
6 5677 | 363 107
8 4,257 | 460 107
10 3,724 | 566 117
12 3,104 = 583 117
Cutting (O?EIS:)D)
Depth
D=0D

fz

0.001
0.002
0.003
0.005
0.008
0.011
0.016
0.027
0.038
0.047

Carbon Steels

RPM Feed
34,059 136
22,706 182
17,030 204
11,353 | 227
8,515 = 272
6,812 300
5677 363
4,257 | 460
3,724 | 566
3,104 = 583

.

]

fz

0.001
0.002
0.003
0.005
0.008
0.011
0.016
0.027
0.038
0.047

RPM Feed
20,372 81
13,581 109
10,186 | 122
6,791 81
5093 122
4,074 | 130
3,395 | 149
2,546 194
2,228 | 241
1,857 238

Vc

107
107
107
107
107
107
107
107
117
117

Vc

64
64
64
64
64
64
64
64
70
70

fz

0.001
0.002
0.003
0.005
0.008
0.011
0.016
0.027
0.038
0.047

Low Alloy Steels
RPM Feed Vc
48,383 | 194 152
32,255 | 258 152
24192 290 152
16,128 | 323 152
12,096 = 387 152
9,677 | 426 152
8,064 | 516 152
6,048 = 653 152
5348 | 813 168
4,456 | 838 168

7
1.5D %%
(1.2D)
0.5D
o

High Alloyed Steels - Tool Steels

fz

0.001
0.002
0.003
0.003
0.006
0.008
0.011
0.019
0.027
0.032

RPM

47,110
31,407
23,555
15,703
1,777
9,422
7,852
5,889
4,711
3,926

Feed

188
251
283
251
283
339
408
518
641
612

Stainless Steels

Vc

148
148
148
148
148
148
148
148
148
148

rCr

fz

0.001
0.002
0.003
0.005
0.008
0.011
0.016
0.027
0.038
0.047

fz

0.001
0.002
0.003
0.004
0.006
0.009
0.013
0.022
0.034
0.039

G003

ueouy INIA oleL I o onp

eoq oeq

Aeyd oeQ

Keyd oeq Aeyd oeq
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FCrTr

GVSE-4 - GVSEM-4

ueoyy| IN osel NN onT anpy

eoQ oeq

Aeyd oeQ

Keyd oeq Keud oeq

on| nyd

fz

0.001
0.002
0.003
0.005
0.008
0.013
0.018
0.028
0.048
0.055

RPM Feed
30,239 121
20,160 161
15,120 | 181
10,080 202
7,560 | 242
6,048 314
5040 363
3,780 423
3,024 581
2,520 554

@%B):I:
' 2/777777'///

e
1D

Stainless Steels

Heat Resistant Super Alloys

Vc

26
26
26
26
26
26
26
26
26
26

GVSEM-4P
Work
material
oD RPM Feed Vc
1 33,741 | 135 106
1.5 22,494 180 106
2 16,870 = 202 106
3 11,247 225 106
4 8,435 | 270 106
5 6,748 | 351 106
6 5,623 | 405 106
8 4,218 | 472 106
10 3,374 | 648 106
12 2,812 619 106
Cutting
Depth
D=0D
Work
material
oD RPM Feed
1 8,276 33
1.5 5,517 44
2 4,138 50
3 2,759 55
4 2,069 58
5 1,655 53
6 1,379 66
8 1,035 79
10 828 109
12 690 105
Cutting 05D I M l
Depth
D=0D

G004

fz

0.001
0.002
0.003
0.005
0.007
0.008
0.012
0.019
0.033
0.038

|
E

Vc

95
95
95
95
95
95
95
95
95
95

RPM

18,462
12,308
9,231
6,154
4,615
3,692
3,077
2,308
1,846
1,538

fz

0.001
0.002
0.003
0.005
0.008
0.013
0.018
0.028
0.048
0.055

RPM

35,651
23,767
17,825
11,884
8,913
7,130
5,942
4,456
3,915
3,263

I
1.5D
2D)
0.5D
o

Titanium Alloys

Feed

74

98
1M

98
129
162
197
231
310
308

Cast Iron
Feed Vc fz
143 112 | 0.001
190 112 | 0.002
214 112 | 0.003
285 112 | 0.006
357 112 | 0.01
399 112 | 0.014
475 112 | 0.02
606 112 | 0.034
752 123 | 0.048
757 123 | 0.058
Ve fz
58 0.001
58 0.002
58 0.003
58 0.004
58 0.007
58 0.011
58 0.016
58 0.025
58 0.042
58 0.05
T8



Dao Phay HSSCo8 End Mills // P Y =~ ad

Dao phay mét phang

E U
i q
L‘fi 7= CA™A) Hoo7

2-Flute End Mills g%
3 5 N @
BEQUEO:. "5
* Cac mii phay nay duoc thiét ké tiéu chuan voi ludi cat tay phai va rénh xoén tay phai.
* Puwoc thiet ké cho cac thao tac phay ranh, khoan, khoét tui va cac ing dung da dung khac.
P i | =
3 S G
':I : | | I8 b -
——| L o
Units:mm/VND |
(©) (0 @ ) oS
1 25 6 55 - - - ag
15 4 6 55 - - - >
2 6 6 55 - - - —
2.5 7 6 55 - - -
3 10 6 55 - - - g8
35 12 8 60 - - - 3 9
4 12 8 60 - - - @8
4.5 15 8 65 - - -
5 15 8 65 - - - @
55 15 8 65 - - - nE
polel
6 15 8 65 - - - oD
6.5 20 10 75 - - = 52
7 20 10 75 - - - &
7.5 20 10 75 - - -
8 20 10 75 - - - €o
8.5 25 10 80 - - - oL 930_
9 25 10 80 - - - e
9.5 25 10 80 - - - ©
10 25 10 80 - - -
10.5 30 12 90 - - - 1O
11 30 12 90 - - - 2 ‘é;
115 30 12 90 - - - &3
12 30 12 90 - - -
13 35 12 95 - - - -
14 35 16 100 - - - T
Ele)
15 40 16 105 - - - % o
16 40 16 105 - - - o ;D:U-
17 40 16 105 - - - gf
18 40 16 105 - - - “
19 45 20 115 - - -
20 45 20 115 - - - 2
21 45 20 115 - - - g:;
22 45 20 115 - - - x©
23 50 25 125 - - -

Hoo1



rer \\NIE

Dao phay mat phang
= 2-Flute End Mills Units- mm/VND
e
9]
(D) (2) (d) (L)
] 24 50 25 125 - - _
25 50 25 125 - - _
e 26 50 25 125 - - -
7 g 27 55 25 125 - - _
S 28 55 25 125 - - _
29 55 25 125 - - _
— ] 30 55 25 125 - - _
- 31 60 32 145 - - -
o& 32 60 32 145 - - -
=3 33 60 32 145 - - _
5 34 60 32 145 - - _
35 60 32 145 - - -
— 36 65 32 150 - - _
37 65 32 150 - - _
29 38 65 32 150 - - _
52 39 65 32 150 = - -
S 40 65 32 150 - - -
42 70 42 160 - - _
45 70 42 160 - - _
@ 46 75 42 160 - - _
78 48 75 42 165 - - _
- 50 75 42 165 - - _
22
«Q
) (&)[<)EE
co
52 Dao phay mat phan
Pl
23 pnay mat phang
O 2-Flute End Mills

BEAQUE:.

* Cac mii phay nay dugc thiét ké tiéu chuan voi ludi cat tay phai va réanh xoén tay phai.

*Duoc thiét ké cho cac thao tac phay ranh, khoan, khoét tli va cac tng dung da dung khac.

O it |

gb_l\] | I3
E? 2 |
g “oo’ L Units: mm/VND
=g
5
22 (0 (o )
= 4 12 6 55 - - _
5 15 6 60 - - -
2 6 15 6 60 - - -
S= 7 20 8 70 - - -
2§
X 8 20 8 70 - - -
14 35 12 95 - - -

H002



Dao Phay HSSCo8 End Mills // P Y =~ ad

Dao phay mét phang

E)C)EE ey
= Q
e 5= AT Hoos

4-Flute End Mills g%
n = N — @
BELUVEE - "8
* Cac mii phay nay duoc thiét ké tiéu chuan voi ludi cat tay phai va réanh xoén tay phai.
* BPuoc thiét ké cho cac thao tac phay ranh, khoan, khoét tui va cac vng dung da dung khac.
O it | =
[ : | | |8 g i_"
o _' o
[
Units: mm/VND I
(D) (0 (o ) oS
1 25 6 55 - - - ag
15 4 6 55 - - - >
2 6 6 55 - - - R
25 7 6 55 - - -
3 10 6 55 - - - g8
35 12 8 60 - - - 39
4 12 8 60 - - - o8
4.5 15 8 65 - - -
5 15 8 65 - - - @
55 15 8 65 - - - mne
polel
6 15 8 65 - - - 6D
6.5 20 10 75 — - - 52
7 20 10 75 - - - a
75 20 10 75 - - -
8 20 10 75 - - - €o
85 25 10 80 = = - 39
9 25 10 80 - - - 33
95 25 10 80 - - - ©
10 25 10 80 - - -
105 30 12 90 - - - —o
11 30 12 90 — — — 73
1.5 30 12 90 - - - £
12 30 12 90 - - -
13 35 12 95 - - - -
14 35 16 100 - - - 5y
Elv)
15 40 16 105 - - - % 2
16 40 16 105 - - - oF
17 40 16 105 - - - %‘
18 40 16 105 - - - @
19 45 20 115 — - —
20 45 20 115 - - - 2
21 45 20 115 - - - =
22 45 20 115 - - - < ©
23 50 25 125 - - -

H003



rer \\NIE
@ H008

Dao phay mat phang
= 4-Flute End Mills Units- mm/VND
er
o
(D) (9) (d) (L)
24 50 25 125 - - -
25 50 25 125 - = -
e 26 50 25 125 - - -
B gj' 27 55 25 125 - = -
° 28 55 25 125 - - -
29 55 25 125 - = -
| 30 55 25 125 - - -
= 31 60 32 145 - = -
o & 32 60 32 145 - - -
=3 33 60 32 145 - - -
2 34 60 32 145 - - -
35 60 32 145 - = -
— 36 65 32 150 - - -
37 65 32 150 - = -
79 38 65 32 150 - - -
52 39 65 32 150 - - -
a8 40 65 32 150 - - -
42 70 42 160 - = -
45 70 42 160 - - -
@ 46 75 42 160 = - -
o g', 48 75 42 165 - - -
2 T 50 75 42 165 - = -
22
]
8
i) v >
°H Dao phay mat phang
. 4-Flute End Mills

BEC0UEE:

* Cac mii phay nay duoc thiét ké tiéu chuén véi ludi cat tay phai va ranh xodn tay phai.
* Duwoc thiét ké cho cac thao tac phay rénh, khoan, khoét tui va cac irng dung da dung khac.

/5 v
8’1 Bt

& 2
29 L )
S8 Units: mm/VND
o2
8L
= () (d) L
«Q

4 12 6 55 - - _
N 5 15 6 60 - - _
c 2 6 15 6 60 - - -
Sz 7 20 8 70 - . -
X © 8 20 8 70 - - -

14 35 12 95 - - _

H004
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26
2 -
[ 2= \PA™ Hoog~Ho10

Dao phay thé
Multi Fluted Roughing End Mills g%
oo oo 4 5 g' (0] .E
BECUSEE.. _— .
8b_|\| ] I3
L N —— — ¢ |
L ‘Units: mm/VND <
=
)
(D) )] (d) (8] (m °
6 15 6 60 4 - - - -
6 15 8 60 4 = - -
7 20 10 65 4 - - - =
8 20 8 65 4 - - - =
8 20 10 65 4 - - - =3
9 25 12 75 4 - = - 5
10 25 10 75 4 - - -
10 25 12 75 4 - - - —
12 30 12 80 4 - - -
14 35 16 90 4 - - - 29
16 40 16 95 4 - - - 23
18 40 20 105 4 - - - o g
20 45 20 110 4 - - - @
22 45 20 110 5 - - -
24 50 25 120 5 - - - .
25 50 25 120 5 - - - =
26 50 25 120 6 - - - m s
28 55 25 125 6 - - - o
30 55 25 125 6 - - - 83
:
@ H009~H010 CC/J
38
~ AU
Dao phay thé £k
Multi Fluted Fine Pitch Roughing End Mills

=Y = ) Ds3+0.05  10<D=18+0.09 .
TiCN [ TiAeN (U) 3<Ds6:0.06  18<Ds30+1.05 e N
— 6<D=10+0.075 o’: |

(%]
—
od

80JSSH

O
D
o
i
>
)
<

‘Units : mm/VND

=

[y

g
6 13 6 57 3 - - - s
8 19 8 69 3 - - - oF
8 19 10 69 3 - - - 5=
10 22 10 72 4 - - - 3
12 26 12 83 4 - - -
14 26 12 83 4 - - -
16 32 16 92 - - - - e
18 32 16 92 - - - - 8 g
20 38 20 104 4 - - - a5
25 45 25 121 5 - - -
30 45 25 121 6 - - -

H005



Forr \\ Dao Phay HSSCo8 End Mills

ele)e)E
5 ,
e\ @ = CATA] Ho11

Dao phay thé
g% Multi Fluted Helix Fine Pitch Roughing End Mills
erc R ) D=3+0.05  10<Ds1840.09
i 4-6 <D=6+0. <D=30#1.
F| BROSEE.EE s
* Nang cao hiéu qua cét nho vat liéu bot chat lwong cao, 1ép pha tién tién va thiét ké xoan bc (helix) cao.
* Gidam mai mon |wdi cat nho' kha néng thoat phoi nhanh.
* Phu hop dé gia cong vat liéu c6 d6 cirng dwéi 45HRC.
<
g3 I e |
°3 8‘:I | I I8
o |
L Units: mm
<
o =4
23 @ | O m
5 6 13 - - 6 57 4 -
7 16 - - 10 66 4 -
8 19 - - 10 69 4 -
Do 9 19 - - 10 69 4 -
§ 8 10 22 31 9.5 10 72 4 -
o8 12 26 37 11.5 12 83 4 -
o 14 26 - - 12 83 5 -
16 32 44 15 16 92 5 -
» 18 32 - - 16 92 6 -
So 20 38 54 19 20 104 6 -
oo 25 45 63 24 25 121 6 -
o3
22
a
»
S8 A A
3% Dao phay cau tho
-U . .
83 Multi Fluted Roughing Ball End Mills

BE:O

53] 2
+0.06

g Lz
L Units: mm//ND

9
3o R | @] O @|]O|m
% 2 4 20 8 8 90 4 - - -
°3 5 25 10 10 100 4 - - -
Ef 6 32 12 12 115 4 - - -

7 32 14 12 115 4 - - -
N 8 35 16 16 130 4 - - -
$3 9 40 18 16 130 4 - - -
= 10 45 20 20 | 145 4 - - -
> 125 50 25 25 165 4 - = -

15 63 30 25 180 6 - - -




Dao Phay HSSCo8 End Mills // P Y =~ ad

Recommended Cutting Condition

| (~20HRC) [ (20~30HRC) | (30~40HRC) [ |

_=
26
£E
o
2 5,600 40 4,500 30 4,000 30 2,200 15 12,000 160 —
3 3,500 55 3,200 45 2,500 40 1,600 20 11,000 250
4 2,800 70 2,200 55 1,800 45 1,100 30 8,000 290 =
5 2,200 90 1,800 70 1,600 60 900 35 6,300 310 &
6 1,800 90 1,600 80 1,200 60 800 40 5,600 310 ?5
8 1,400 100 1,100 90 900 70 560 45 4,000 390
10 1,100 100 900 90 800 80 450 45 3,100 400
12 900 110 800 100 630 80 400 50 2,500 380
14 800 110 700 90 560 80 350 50 2,200 350 =
16 700 110 560 90 450 70 280 45 2,000 350 of
18 630 100 500 90 400 70 250 45 1,800 350 = ?
20 560 100 450 90 400 70 220 45 1,600 320 )
22 500 100 450 90 350 70 220 45 1,400 300
25 450 90 400 80 310 60 180 35 1,200 280 e
28 400 80 350 70 280 55 160 30 1,100 270
30 350 70 310 60 250 50 160 30 1,100 270 pele)
32 350 70 280 55 220 45 140 30 1,000 240 58
36 310 60 250 50 200 40 120 25 900 220 3 5
40 280 60 220 50 180 40 110 25 800 200 o8

(g
TO
08
n
3
wn
co
me
XU
2 7,300 50 6,000 40 5,000 40 2,900 20 16,000 [ 210 38
3 4,500 70 4,200 60 3,300 50 2,100 25 14,000 | 330 o
4 3,600 ) 2,900 70 2,300 60 1,400 40 10,000 | 380
5 2,900 115 2,300 90 2,100 80 1,200 45 8,200 | 400
6 2,300 115 2,000 105 1,600 80 1,000 50 7,300 | 400 IO
8 1,800 130 1,400 115 1,200 90 730 60 5000 | 510 »8
10 1,400 130 1,200 115 1,000 105 600 60 4000 | 520 o
12 1,200 145 1,000 130 800 105 500 65 3,300 | 500 ®2
14 1,000 145 900 115 700 105 450 65 2,800 | 450
16 900 145 700 115 600 90 360 60 2,600 | 450 -
18 800 130 650 115 500 90 320 60 2,300 | 450 &
20 730 130 600 115 500 90 300 60 2100 | 420 39
2 650 130 600 115 450 90 280 60 1,800 | 390 ae
25 600 120 500 105 400 80 230 48 1,600 | 360 o
28 500 105 450 90 350 70 210 40 1,400 | 350 g
30 450 ) 400 80 320 65 210 40 1,400 | 350 @
32 450 ) 360 70 280 60 180 40 1,300 | 310
36 400 80 320 65 260 50 160 30 1,200 | 280 .
40 360 80 280 65 230 50 140 30 1,000 | 260 -
o<
Cutting 2 2E
Depth 0.5xD >
D=0D

HO007



Forr \\ Dao Phay HSSCo8 End Mills

Side Milling /' recommended Cutting Condition

| (~20HRC) [ (20~30HRC) | (30~40HRC) [ |

] 2 5,600 80 4,500 55 4,000 45 2,200 20 12,000 240
3 3,500 110 3,200 80 2,500 60 1,600 30 11,000 380

_E 4 2,800 140 2,200 100 1,800 65 1,100 45 8,000 440
£ 5 2,200 180 1,800 125 1,600 90 900 50 6,300 470
?5 6 1,800 180 1,600 145 1,200 90 800 60 5,600 470

8 1,400 200 1,100 160 900 105 560 65 4,000 580

10 1,100 200 900 160 800 120 450 65 3,100 600

12 900 220 800 180 630 120 400 75 2,500 570

= 14 800 220 700 160 560 120 350 75 2,200 530
of 16 700 220 560 160 450 105 280 65 2,000 530
= :? 18 630 200 500 160 400 105 250 65 1,800 530

) 20 560 200 450 160 400 105 220 65 1,600 480

22 500 200 450 160 350 105 220 65 1,400 450

— 25 450 180 400 145 310 90 180 50 1,200 420
28 400 160 350 125 280 80 160 45 1,100 400

o 30 350 140 310 110 250 75 160 45 1,100 400
838 32 350 140 280 100 220 65 140 45 1,000 360
3 5 36 310 120 250 90 200 60 120 35 900 330
oo 40 280 120 220 90 180 60 110 35 800 300

@

35

pslel

o3

58

a

n

Co

mo

poly

%g 2 7,300 105 6,000 70 5,000 60 2,900 25 16,000 370

© 3 4,500 145 4,200 105 3,300 80 2,100 40 14,000 500
4 3,600 180 2,900 130 2,300 85 1,400 60 10,000 570
5 2,900 235 2,300 160 2,100 115 1,200 65 8,200 610
6 2,300 235 2,000 190 1,600 115 1,000 80 7,300 610
8 1,800 260 1,400 210 1,200 135 730 85 5,000 750
10 1,400 260 1,200 210 1,000 155 600 85 4,000 780
12 1,200 285 1,000 235 800 155 500 95 3,300 740
14 1,000 285 900 210 700 155 450 95 2,800 690

- 16 900 285 700 210 600 135 360 85 2,600 690

5 18 800 260 650 210 500 135 320 85 2,300 690

29 20 730 260 600 210 500 135 300 85 2,100 620

ag 22 650 260 600 210 450 135 280 85 1,800 580

93 25 600 235 500 190 400 115 230 65 1,600 550

2= 28 500 210 450 160 350 105 210 60 1,400 520

@ 30 450 180 400 145 320 95 210 60 1,400 520
32 450 180 360 130 280 85 180 60 1,300 470

. 36 400 155 320 120 260 80 160 45 1,200 430

g 'C:? 40 360 155 280 120 230 80 140 45 1,000 390

oz Cutting 0.1xD

* Depth I 1.5xD

D=0D

H008
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Side Milling

| (~20HRC) | (20~30HRC) | (30~40HRC) | |

Recommended Cutting Condition

min” |mm/min| min®” {mm/min| min® {mm/min| min® |mm/min| min®” |mMm/min

6 1,800 80 1,600 60 1,200 55 800 30 4,500 220

8 1,400 105 1,100 75 900 65 560 35 3,100 230

10 1,100 150 900 120 800 110 450 60 2,500 350

12 900 180 800 140 630 110 400 70 2,000 400

14 800 180 700 140 560 110 350 70 1,800 420

16 700 180 560 140 450 110 280 70 1,600 450

18 630 180 500 140 400 110 250 70 1,400 470

20 560 180 450 140 400 110 220 70 1,200 500

22 500 220 450 170 350 140 220 85 1,100 470

25 450 220 400 170 310 140 180 85 1,000 450

28 400 210 350 160 280 130 160 85 900 510

30 350 210 310 160 250 130 160 85 900 530
Cutting 05xD
Depth ] 1.5xD

D=0D

FRE
FPRE

TiCN
Side Milling

| (~20HRC) | (20~30HRC) | (30~40HRC) | |

Recommended Cutting Condition

min® [mm/min| min® {mm/min| min" [mm/min| min® [mMm/min| min®" [MM/min

6 2,300 105 2,000 80 1,600 70 1,000 40 6,000 260

8 1,800 135 1,400 95 1,200 85 700 45 4,000 300

10 1,400 195 1,200 155 1,000 145 600 80 3,200 450

12 1,200 235 1,000 180 800 145 500 90 2,600 520

14 1,000 235 900 180 700 145 450 90 2,300 550

16 900 235 700 180 600 145 350 90 2,100 580

18 800 235 650 180 500 145 320 90 1,800 610

20 700 235 600 180 500 145 300 90 1,600 650

22 650 285 600 220 450 180 300 110 1,400 610

25 600 285 500 220 400 180 230 110 1,300 580

28 500 275 450 210 350 170 210 110 1,200 660

30 450 275 400 210 320 170 210 110 1,200 690
Cutting 0:5xP
Depth ] 15xD

D=0D
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Forr \\ Dao Phay HSSCo8 End Mills

TiN
Side Milling/ Recommended Cutting Condition

| (~20HRC) [ (20~30HRC) | (30~40HRC) [ |

mm/min| min™

6 2,200 95 1,900 70 1,400 65 950 35 5,500 240
= 8 1,700 125 1,300 90 1,000 80 670 40 3,700 280
g' E; 10 1,300 180 1,000 145 950 130 550 70 3,000 420
? g 12 1,000 220 950 170 750 130 500 85 2,500 480
14 950 220 850 170 670 130 420 85 2,200 500
] 16 850 220 670 170 550 130 340 85 1,900 540
= 18 750 220 600 170 500 130 300 85 1,700 560
g :;; 20 650 220 550 170 500 130 260 85 1,400 600
’ § 22 600 260 550 200 400 170 260 100 1,300 560
25 500 260 500 200 370 170 220 100 1,200 540
] 28 500 250 400 190 340 160 190 100 1,100 600
29 30 400 250 370 190 300 160 190 100 1,100 640
D O
3 X
28 | |cutting 05xD
Depth I 1.5xD
D=0D
wn
C
g Side Millin
I e - ags
g ?__? FRB 9/ Recommended Cutting Condition
58
3
» | (~20HRC) | (20~30HRC) | (30~40HRC) | |
59
mo
-
%@ mm/min| min" [mm/min| min® [mm/min| min® [mm/min| min
4 1,400 105 1,100 75 900 65 560 35 3,100 230
5 1,100 150 900 120 800 110 450 60 2,500 250
6 900 180 800 140 630 110 400 70 2,000 400
o 8 700 180 560 140 450 110 280 70 1,600 450
Q
30
% 8 10 560 180 450 140 400 110 220 70 1,200 500
o
Oz
%2 12.5 450 220 400 170 310 140 180 85 1,000 450
«Q
15 350 210 280 160 220 130 140 85 800 500
> o
§ = . 05xD
a g Cutting
= Depth I 15xD
D=0D

HO10



Dao Phay HSSCo8 End Mills // P Y =~ ad

] (20HRC) (20 ~ 30HRC) (30 ~ 40HRC)

Recommended Cutting Condition

min™ mm/min min™ mm/min min™ mm/min min™ mm/min
6 2,700 150 2,100 115 1,500 75 1,250 65
8 2,300 185 1,800 150 1,300 105 1,000 80
10 1,800 270 1,400 205 1,000 125 850 105
12 1,500 270 1,150 215 850 150 700 115
14 1,300 270 1,000 215 720 150 600 115
16 1,150 270 900 215 625 150 520 115
18 1,000 270 850 215 580 150 470 115
20 920 275 720 215 500 150 420 115
25 750 270 570 205 400 140 340 115
D
Cutting — —
Depth 0.5xD
/
D=0D

FHPRE

Recommended Cutting Condition

] (20HRC) (20 ~ 30HRC) (30 ~ 40HRC)

Xxapu|
onT onp

sde|
ole] In\

s
ueouy INIA

slswesy
eoq oeq

Buneod ¥3dns
Aeyd oeQ

O¥d "3dNs
Aeyd oeQq

min” mm/min min” mm/min min” mm/min min’ mm/min

6 2,700 200 2,100 155 1,500 100 1,250 90

8 2,300 250 1,800 200 1,300 140 1,000 110

10 1,800 360 1,400 275 1,000 170 850 140

12 1,500 360 1,150 290 850 200 700 155

14 1,300 360 1,000 290 720 200 600 155

16 1,150 360 900 290 625 200 520 155

18 1,000 360 850 290 580 200 470 155

20 920 370 720 290 500 200 420 155

25 750 360 570 275 400 190 340 155
Cutting XD
Depth 15%xD

D=0D
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>rcr \\ Dao Phay Diamond Coating

L&p phu kim cwong dao phay mat phang (CFRP)
g% Diamond Coating Solid Carbide Cutter for Fiber
£ B (= .
: B6::
* Giam tach l&p va go
* L&p pha kim cwong véi kha ndng chéng mai mon tuyét voi
=
S
T
(I ———— W ;
— L
= Units: mm
=]
Sz
"g (D) (9) (d) )
3 9 4 50 -
4 12 4 50 -
§ g 5 15 6 50 -
2 g 6 18 6 65 -
8 24 8 75 -
@ 10 30 10 85 -
me 12 36 12 100 -
pslel
2
3 Recommended Cutting Condition
(72}
Co
o
mo
AU
32
© mm/min in’ mm/min
3 21,220 1,270 200 10,610 635 100
0O
2 QO_; 4 15,910 1,430 200 7,950 715 100
O 0
&2 5 12,730 1,910 200 6,360 950 100
5 6 10,610 2,225 200 5,300 1,110 100
% g 8 7,950 2,620 200 3,970 1,310 100
a o
g)% 10 6,360 3,050 200 3,180 1,525 100
0 <
2 12 5,300 3,390 200 2,650 1,695 100
>
g7 Cutting 2.0D
;% 5 Depth 035D
D=0D

1001
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L&p pha kim cwong dao phay mat phang

Diamond Coating 2&4-Flute End Mills

@ G.J \Z} % B -(()).02

* Do clrng cao hon cla flim va kha nang chéng mai mon tuyét voi lam tang tudi tho dung cu mét

cach dang kinh ngac.

* Mang siéu min cta may nghién cubi cargide phi kim cwong clia FCT ddm bao bé mat min va tuyét
voi trén vat liéu gia cong.

* Hiéu suét cao trén than chi, nhém rén, bakelite, nhua, g6, brase, v.v. May nghién cudi cacbua trang
kim cwong clia FCT co thé c6 két qua tét cho viec gia cong kim loai mau va vat liéu phi kim loai.

o
Q

F—

e B

@
5
<D = (PATA] 008

@d

Units: mm

mm

1.25 4 2 5 6 2
1 3 4 45 2 5 20 6 60 2 -
1.5 4.5 4 45 2 6 12 6 50 4 -
2 8 4 50 2 6 18 6 60 4 -
2.5 10 4 50 2 8 20 8 60 4 -
3 12 6 55 2 8 24 8 90 4 -
4 8 4 50 4 8 40 8 90 4 -
4 12 4 50 4 10 25 10 100 4 -
4 16 6 55 2 12 25 12 110 4 -

L&p pha kim cwong dao phay mat phang
Diamond Coating 4-Flute End Mills

L. 1O

NGO
\j'HB -0.032 ~ -0.059

@D

)

Units: mm

—_
N
N
()]

Xxapu|
onT onp

sde|
olel INN

s(|ug
ueouy INA

slswesy
eoq oeq

Buneod ¥3dns
Aeyd oeQ

O¥d "3dNs
Aeyd oeQq
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S\ _°:0 Py Diamond Coating

L&p pha kim cwong dao phay ranh sau
g% Diamond Coating 2-Flute Long Neck End Mills
L = ’,;‘, N\
| mROE..
*Do clrng cao hon clia flim va kha nang chéng mai mon tuyét voi lam tang tudi tho dung cu mét
cach dang kinh ngac.
* Mang siéu min clia may nghién cudi cargide pht kim cwong ctia FCT dam bao bé mat min va tuyét
< voi trén vat liéu gia cong.
5 & * Hiéu suét cao trén than chi, nhém rén, bakelite, nhwa, gb, brase, v.v. May nghién cudi cacbua trang
B 91_>' kim cwong clia FCT co thé c6 két qua tét cho viec gia cong kim loai mau va Vft liéu phi kim loai.
o ,al v
S
—— stDTu [Tz
B
E I Units: mm
=3
(rzo (c) (21
0.18 4 1 0.95 4
0.3 3 0.45 0.28 4 40 - 1 6 1.5 0.95 4 45 -
20 0.4 4 06 | 0.37 4 40 - 1 8 1.5 | 0.95 4 45 -
g % 0.5 4 0.7 | 0.46 4 45 - 1 12 15 | 0.95 4 45 -
S 0.5 6 0.7 | 0.46 4 45 - 1.5 8 25 | 145 4 45 -
0.6 4 09 | 0.56 4 45 - 1.5 12 25 | 1.45 4 45 -
" 0.6 6 09 | 0.56 4 45 - 2 8 3 1.93 4 50 -
So 0.6 8 09 | 0.56 4 45 - 2 12 3 1.93 4 50 -
me 0.8 6 12 | 0.76 4 45 - 2 16 3 1.93 4 50 -
% Q}i 0.8 8 12 | 0.76 4 45 - 3 18 45 | 2.85 6 55 -
O<
Lg
® FDSRB'Z r'ﬂ"mog
59
38 L e
55 L&p phu kim cwong dao phay cau ranh sau
Diamond Coating 2-Flute Long Neck Ball End Mills
Y af‘g’ﬁumoosw -0.02
733 3 il | |
op 8 IS
=2 (|2
R 24
[} Units: mm
5o
38 (2) () - (R | (2) -
o3
§_é’ 0.36 4 0.95 4
a 0.2 6 0.6 0.36 4 45 - 0.75 12 1 .5 1.75 4 45 -
0.3 4 1 0.56 4 45 - 1 8 3 1.95 4 60 -
Zo 0.3 6 1 0.56 4 45 - 1 12 3 1.95 4 60 -
>
8< 03 | 8 1 o056 | 4 | 45 - 1 | 16| 3 [195] 4 | 60 -
o<
=0 0.5 6 15 | 0.95 4 45 - 2 16 6 3.9 4 60 -
0.5 8 15 | 0.95 4 45 -
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L&p phi kim cwong dao phay lwdi dai mat phang

Diamond Coating 2-Flute Long End Mills

* Do clrng cao hon cla flim va kha nang chc“')ng mai mon tuyét voi lam tang tudi tho dung cu mét

cach dang kinh ngac.

* Mang siéu min ctia may nghién cudi cargide phd kim cwong ctia FCT dam bao bé méat min va tuyét

voi trén vat liéu gia cong.

* Hiéu suét cao trén than chi, nhém rén, bakelite, nhya, g6, brase, v.v. May nghién cudi cacbua trang
kim cwong clia FCT co thé c6 két qua tét cho viec gia cong kim loai mau va vat liéu phi kim loai.

o
Q

LL
Units: mm

(D) (£) (2) (d2) (@ (8]
05 2 1 0.45 3 40 -
0.6 3 2 0.55 3 40 -
0.7 4 2 0.65 3 40 -
0.8 5 2 0.75 3 40 -
0.9 6 2 0.85 3 40 -
1 8 3 0.95 4 75 -
2 16 6 19 4 100 -
30 8 28 6 100 -
35 35 10 32 6 100 -
4 40 20 37 6 100 -
5 50 25 46 6 125 -
6 60 30 5.6 6 140 -
8 80 40 74 8 150 -
10 80 50 9.4 10 150 -
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Y\ _0:0 Py Diamond Coating

L&p phu kim cwong dao phay géc bo R
g% Diamond Coating 3-Flute Radius End Mills
>q2 £ R i \corverE s
s BEUBE6:.
* D06 clrng cao hon cla flim va kha nang chéng mai mon tuyét voi lam tang tudi tho dung cu moét
cach dang kinh ngac. . ] .
* Mang siéu min clia may nghién cudi cargide phu kim cwong ctia FCT dam bao bé mat min va tuyét
< voi trén vat liéu gia cong.
o' £ * Hiéu suét cao trén than chi, nhém rén, bakelite, nhya, g6, brase, v.v. My nghién cudi cacbua trang
B 917' kim cwong clia FCT co thé co két qua tét cho viéc gia cong kim loai mau va vat liéu phi kim loai.
° //5 'Yn
B T = e
W
= L | Units: mm
=5
(D) R) (@) (d)
2 0.15 6 3
3 0.15 12 3
20 4 0.2 14 4
35 5 03 16 5
¢ 8 6 0.3 20 6
8 0.5 20 8
” 10 05 25 10
So 12 05 25 12
mo
pslel
m > . ~ . " r
55 L&p phu kim cwong dao phay lwdi dai goc bo R
Py . . . .
35 Diamond Coating 3-Flute Long Radius End Mills
o o m cornerl
CUBEH:.
. o /5 ,Yn
] 81: ] I8
T
& g e | )
Units: mm
9
QO
35 R (8) (d) )
o3 2 0.15 9 3 60 -
2= 3 0.15 30 3 60 -
@ 4 02 30 4 60 -
5 0.3 35 5 70 -
:35 R, 6 0.3 40 6 100 -
% ; 8 0.5 40 8 100 -
x© 10 0.5 40 10 100 -
12 0.5 45 12 100 -
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L&p phl kim cwong dao phay cau
Diamond Coating 2-Flute Ball End Mills

[2] @ @ g +0.01 B -8.02

= ol e

Units: mm

R) (£ (2) (dk) (d) (8]
1 5 3 1.9 6 60 -
1.25 6 4 24 6 60 -
1.5 6.5 4.5 2.8 6 60 -
1.75 7 5 3.2 6 65 -
2 8 6 3.7 6 65 -
2.5 10 7.5 4.6 6 65 -
3 12 9 5.6 6 75 -
4 25 12 74 8 75 -
5 30 15 9.4 10 80 -
6 36 18 11.4 12 90 -

FDCSB-2

FDCSB-4

L&p phi kim cwong dao phay cau ranh sau

Diamond Coating 2&4-Flute Long Neck Ball End Mills

BREUE.. :.
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onT onp
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eoq oeq
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Aeyd oeQq

80OJSSH
Aeyd oeQ

Bl ey
e 8}:(3 =l Ik
7l
Units: mm
(R) (24) (2) (d2) (d) (L) (1)
1 20 10 1.95 4 80 2 -
1 20 10 1.95 4 100 2 -
1.5 25 15 2.9 4 80 2 -
2 30 20 3.9 4 80 2 -
2 30 20 3.9 4 100 2 -
2.5 50 30 4.9 6 100 2 -
3 50 30 5.5 6 100 2 -
3 50 30 5.5 6 150 2 -
4 60 40 7.5 8 110 2 -
4 60 40 7.5 8 150 2 -
5 70 50 9.5 10 120 2 -
5 70 50 9.5 10 180 4 -
6 75 55 11.5 12 130 2 -
6 75 59 11.5 12 200 2 -
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L&p phu kim cwong dao phay goc bo R ranh sau
g% Diamond Coating 2-Flute Long Neck Radius End Mills
< £ ool S\ Icornerl =
s BRUBEH:..
*D0 clrng cao hon cla flim va khd nang chéng mai mon tuyét véi lam tang tudi tho dung cu mét
cach dang kinh ngac. . ] .
* Mang siéu min clia may nghién cudi cargide phu kim cwong ctia FCT dam bao bé mat min va tuyét
< voi trén vat liéu gia cong.
5 & * Hiéu suét cao trén than chi, nhém rén, bakelite, nhwa, gb, brase, v.v. May nghién cudi cacbua trang
B 917' kim cwong clia FCT co thé c6 két qua tét cho viéc gia cong kim loai mau va vat liéu phi kim loai.
(o] _sl v
S
. 4 8‘: ﬂ S
- T
R 2
= L I Units:mm
9>
(D) R) () 1) (dh) (d)
0.6 0.05 3 0.9 0.55 3 40 -
0.8 0.05 4 1.2 0.75 3 40 -
oo 1 0.1 5 1.5 0.95 3 40 -
883 1 0.1 8.5 1.5 0.95 3 40 -
39 12 0.1 6 18 1.15 3 50 -
o 15 0.15 75 2.2 1.4 3 50 -
1.5 0.15 12 2.2 1.4 3 50 -
» 2 0.15 10 2.2 1.9 3 60 -
So 2 0.15 16 2.2 1.9 3 60 -
m o
pslel
o3
82 ®
3 FDCRB-2 ] o
wn r > - )\ ~ ~
Sg Lop phu kim cwong dao phay cau ranh sau
ﬂgé Diamond Coating 2-Flute Long Neck Ball End Mills
A< .
O K /’J/(} g. /
RUEH..
z o emsine S gl; ; ]] B
o
25 - n )
oL |
Units: mm
g
g R) (24) (D) (2) (d) (d) (L)
2% 0.3 3 0.6 0.6 0.55 3 40 -
8L 0.4 4 0.8 0.8 0.75 3 40 -
2 0.5 5 1 1 0.95 3 40 -
0.5 8.5 1 1 0.95 3 40 -
> 0.6 6 1.2 1.2 1.15 3 50 -
3 'C;E' 0.75 7.5 1.5 1.5 1.4 3 50 -
Sz 0.75 12 15 15 1.4 3 50 -
x© 1 10 2 2.2 1.9 3 60 -
1 16 2 2.2 1.9 3 60 -
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FDSE-FDCSEL
FDSR-FDLSR

Recommended Cutting Condition

1 40,000 2,500
2 40,000 3,000
3 40,000 4,200
4 40,000 6,000
5 40,000 7,200
6 40,000 8,400
8 32,000 8,400
10 26,000 8,600
12 21,000 8,200

Cutting Depth

D=0D

FDSHR

Recommended Cutting Condition

mm/min
06x 4 40,000 600
06x 6 40,000 520
06x 8 40,000 480
08x 6 40,000 620
08x 8 40,000 560
1x 4 40,000 820
1x6 40,000 760
1x 8 40,000 720
1 x12 40,000 680
2x 8 40,000 1,200
2 x12 40,000 1,000
3 x18 40,000 2,800
D
Cutting Depth //lo.so
D=0D 74
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FrcrTr \\ Dao Phay Diamond Coating

Recommended Cutting Condition

1 16,000 800
—] 1d3 16,000 1,450
= 2 16,000 2,100
23 25 15,000 2,500
° 3 15,000 2,900
— 4 13,000 3,000
= 5 11,000 3,000
ct
9 x 6 10,000 3,100
|0
Cutting Depth " 020
A0 l
g3 D=0D
s g
n QO
F DS RB Recommended Cutting Condition

wn
C
TO
mo
PR
°
2
. 02Rx 4 20,000 320
55 02Rx 6 20,000 260
3 03Rx 4 20,000 400
<
© 0.3Rx 6 20,000 300
0.3Rx 8 20,000 200
7 05Rx 6 15,000 480
S 3 05Rx 8 15,000 320
oo
b 05Rx 12 15,000 180
9 1 Rx 8 15,000 880
[
35 1 Rx12 15,000 790
=)
oD 1 Rx16 15,000 600
O
2% 1 Rx20 15,000 480
[(e)
2 Rx16 15,000 1,200
g Lo
%g Cutting Depth /
= 0.2D
D=0D

1009
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FDCMDR-2

Recommended Cutting Condition

_=
26
e
o
0.6 40,000 640
0.8 40,000 800
=
S
1 40,000 960 2 :_x‘_:'
o
1.2 40,000 1,200
1.5 40,000 1,440 =
e+
2 40,000 1,600 ¢ §
00
: g5
Cutting Depth 0.5D 3o
? a8
D=0D
wn
C
o
. ” me
FDCRB-2 Recommended Cutting Condition g
52
3
w
[ w)
mm/min o8
AU
o3
0.3 40,000 800 8‘<
0.4 40,000 960
g
o
0.5 40,000 1,200 25
oS3
<
0.6 40,000 1,440
w)
0.75 40,000 1,600 g
O
S8
1 40,000 2,000 oJ
53
E

Cutting Depth

D=0D

0.2D

0.2D

Z3
T I
o<
atc
x 0
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Do chinh xac taro FH
g% FH LIMIT SYSTEM
= £ FH limit system is applied to FCT brand taps.
— PP 1. Upto0.6P (40TPI) PP 2. Above 0.7P (36TPI)
= upper limit : 10 ym+15 pm x n upper limit : 20 ym x n
& lower limit : (upper limit) - 15 pm lower limit : (upper limit) - 20 pm
i (n=Frino. ) (n=Frino. )
5]
Units: mm
Example M3 x 0.5
=
ot » JIS LIMITS » FH LIMITS » JIS INTERNAL THREAD
oA
o +125
g +120 —
B +100 — +100 +100
T FH6
3 g =, e . +80
S v 70 i
2 g =
o8 5 +60— +55
+40 FH
» +40 — E
38 25
o +20 7 FH1
Sa
basic pitch dia.
2
S8
me Example M10 x 1.5
0
%@ » JIS LIMITS » FH LIMITS » JIS INTERNAL THREAD
+230 — +224
5 +210 —
T = +
@3 +180 — =
n)
£3
< +160 —
o, +140
g  +140 —
9 o +120
g o E +120 — »
o T +100
3ae 32 +100 —
0 < +80 —
=3 60 FH4
- +60 — K
FH3
> = H;I(-I)Z
o U
g2 . +20
%% 0 FH1

basic pitch dia.

Joo1
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Do chinh xac taro nén F
F LIMIT SYSTEM g%
For providing high precision FCT fluteless taps, we use "F" limit system. Units: mm % £
Example M3 x 0.5
> JIS LIMITS » F LIMITS > JIS INTERNAL THREAD
+160 — +153 %5
+150 — 5
F12
+140 — +140
+120 — I
+110 — 100 L&
+100 — recommended Y % ?
s +90 — for 7H +80 8
g: +80 — 7Y
2. +70 —
= +60 — recommended 6 7
pelio]
3 +50 — for 6H 5 M H g 5
+40 — recommended H 2 go,
+30 — for 5H
+20 —
+10 — @
0 A 4 A A 4 T D
mo
basic pitch dia. A %
S8
L<
5
Example M10 x 1.5
» JIS LIMITS » F LIMITS » JIS INTERNAL THREAD @
+230— +224 oF
+220— B 33
+210 = - I~ 38
+180— - o
+170 — I
+160 — +153
+140 — recommended T 25
+130 — +127 for 7H £3
% +120 — +114 F10 7 <
s 0] +101|F9 s |
S 100 i
% +90 +89 |F8 H ;T?
3 | recommended 39
—  +80— +77|F7 for 6H 5 S8
+70 — +64 |F6 i H o2
+60 — F5 { recommended £e
+51 v for 5H =
+50 — Q@
+40 — +39|F4
+30 — +26
+20— g7
+10 — 2=
a<
0 A 4 =0

basic pitch dia.

J002
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Tapping Condition

Bang diéu kién gia cong taro
25 Recommended Tapping Speed and Cutting Fluids
e
3
Spiral | Gun |Straight Solid
— Fluted |Pointed| Fluted || h1o>S| Carbide
Tap Tap Tap P Tap
=
25| LowCarbonSteels) ~ =C02% | 8~13/15~25 8~13| 8~13| - |3~ 6
<]
Medium Carbon _ _
Steels C0.25~04% | 7~12|{10~15| 7~12| 7~10 3~ 6
High Carbon -
=(0.45% 6~ 9| 8~13| 6~ 9| 5~ 8 - 2~5
o g Steels Sulfochlorinated
== Qil (Active ypeg
®a Alloy Steels SCM 7~12|10~15| 7~12| 5~ 8 - 2~ 5 Tzimng Paste EP
=] itive
3~ 5| 4~6| 3~ 5 ~ _ Non-Water-
——— | Hardened Steels | HRc 25~40 (4~8) | (6~10) | (4~8) 2~ 5 gﬁlt%tr’llge Flid
5o , (Emulsion Type)
og Stainless Steels SUS 5~ 8| 8~13| 4~ 7| 5~10 - 5~10
32
ae Tool Steels SKD 6~ 9| 7~10 6~ 9| - - | 2~5
@ Cast Steels SC 6~11{10~15| 6~11 - - 2~ 5
To
M
2 CastIron FC - - 10~15| - |10~20| 2~ 5 ‘(’;V;'j‘tttﬁ{gs,?"gﬂe
§§ High Tension Cast Emu\IAs,K%nT lubl
= - - - _ _ _ on-Water-Soluble
@ I FCD 7~12|10~20| 7~12 10~20| 4 8 Cutting Fluid
29 Copper Cu 6~11| 7~12| 6~ 9| 7~12|10~20| 2~ 5
To
mo
., Brass
§§ Brass Casting Bs, BsC 10~20 [15~25|10~15| 7~12 |15~25| 5~10
Bronze
Bronze Casting PB, PBC 6~11{10~20| 6~11| 7~12|{10~20| 6~11 §°ﬂwa,t:?r§°'“b'e
. utting Flui
TO Aluminum Rolled _ ~ _ ~ _ _ (Inactive Type
»8 Steels AL 10 ~20 |15 ~25 |10 ~20 |10 ~20 5~10 Water Sollble
9§ Aluminum All Cutting F|Uld
&8 UC'a:“ng % | ACADC  |10~15|15~20 [10~15 10~15|10~20 |10~15 | (EmulsionType)
Magnesium Alloy
D ~ ~ ~ — ~ ~
g. Casting MC 7~12 (10~15| 7~12 10~20 [10 ~15
5%
25 Zinc Alloy Casting ZDC 7~12|10~15| 7~12| 7~1210~20 | 10~15
o8
O < .
= Thermosetting BAKELITEPHENOL,  _ _ ~ - ~ . .

Mist Lubrication
>0 Thermoplastic | YNACHLORDE 149~ 45 110 ~20 | 10~20| - [10~20| 5~10 Air Cooling, Dry
°© g
%-E = These are general recommendations which depending upon conditions,

X Notes may be altered.
«( }=recommendation for HSS-PM taps.

Joos
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Trouble Shooting

in Tapping

X ly sy ¢b khi trong qua trinh dung Taro

Trouble Shooting in Tapping 25
e
*Incorrect tap in use (Cutting *Use tap selected from the rele-
geometry unsuitable for applica-| vant material group. _E
tion). *Can cl vao chét liéu tvong tng | | § &
* St dung taro khéng ding (Van | ma lwa chon taro. °
dung théng so gia céng khéng
thich hop). I
=
* Faulty alignment. * Ensure that the tap is correctly o
*Tinh déng truc khong t6t aligned with the core hole axis. 53
o o ]

Tapped hole oversize
L& qué lon

*Pam bao taro va 16 chinh xac &
trén mot dwong.

*Cold welding.
*Han ngudi.

* Improve lubrication and direction
of coolant Adjust cutting speed.
*Thay d6i phuong hwéng dau
twdi ngudi, dieu chinh toc do cat.

* Re-ground tap(lead-in is not
concentric).

*Lap dat lai taro (dwong dan
khong dong tam).

*Regrind tap lead correctly on a
suitable tap grinding machine.

* Str dung may mai thich hop dé mai
lai bd phan dwong dan cla taro.

Stripped threads
Rang doc

*Incorrect tap in use (cutting
geometry incorrect for applica-
tion).

* St dung sai taro (Van dung
théng sb gia céng khdng thich
hop).

*Use a tap from the relevant
material group.

*Cé&n clr vao chét liéu twong rng
ma lwya chon taro.

*Spindle speed and feed rate not
synchronized.

*Téc d6 truc chinh va buéc tién
khéng doéng bd

*Check feed rate programming
and / or pitch of leading spindle.

*Kiém tra chwong trinh bwéc tién
va truc chinh / Str dung truc taro
co trwot doc truc.

* Insufficient start pressure exert-
ed on tap with peel-cut.

* Ap lwc khéi dong khéng du, bé
so6t ren bén ngoai.

*Increase start pressure.
*Tang ap lyc khéi dong.

Bell mouthed
tapped hole
Ld ren bién thanh
hinh chuéng

*Incorrect start pressure applied
to tap.

* Ap lwc kh&i dong khong thich
hop.

*Use a tapping spindle with axial
float.

* S dung truc taro cé trugt doc
truc.

Joo4
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Trouble Shooting

in Tapping

X ly sw cO khi trong qua trinh dung Taro
25 Trouble Shooting in Tapping
o
*Incorrect tap in use (Cutting ge- |* Select tap from the relevant
= ometry unsuitable for application).| material group.
35 * Str dung sai taro (Van dung thong|* Can clr vao chét liéu twong (rng
S s0 gia cong khdng thich hop). ma Iwa chon taro.
] *The tap is blunt. * Replace or re-grind tap.
_& *Taro ctrng nhé&c. *Thay déi hodc mai lai taro.
=3
8 Unsatiﬁffactoftjy_tr;]read *Tap badly re-ground. *Re-grind tap again.
surface finis L . .
N . [*Mailai taro hiéu qua khong tt |  Check that cutting geometry is
Bé mat ren khéng suitable for material.
Pl ly twong *Mai lai mét 1an niva.
56 *Kiém tra théng sb gia cong co
2 g phu hop cho vat liéu bi gia cong
hay khong.
0 *Coolant lacking in lubricating *Ensure the use of asuitable
ﬁ?, quaIities and / or quantity. coolant and an ample supF)Iy.
23 *Dau twdi ngudi qua it anh hudng*Bam bao s dung dung dau twoi
53 dén chat lwgng béi tron va sadn | ngudi va cung cap day du.
5 lwong.
* Swarf jamming. *Check cutting speed.
%E * Phoi kim loai bi tn tic. Use altern,atlve tap type.
mo *Kiém tra tbc do gia cong.
33 * St dung cac loai taro c¢6 tinh
o~ chon loc.
*Tap has jammed against bottom [* Check hole and thread depths
o of core hole. Drill core hole deeper.
I - z 2 =
23 * Taro cham phai day 16 va bi tac. [*Kiém tra d6 sau cta I6 va ren, kho-
93 o an 16 thi can khoan sau thém mat ti.
©< Partial chipping of tap : : —
. . . *Tap incorrectly re-ground (lead-in* Ensure that original values ore
5 Phoi thoat ra cua taro diameter too small therefore too | maintained when regrinding.
5 few cutting testh). *Trong Itc dem di mai lai thi cin
28 *Bem mai taro sai cach (dwdng | bao dam gia tri ci cua taro.
o kinh dwa vao qua nhé dan dén
g2 réang cat qua it).
- *Irregular workpiece material * Adjust cutting speed.

on| nyd

>
o
°
@
S
=3
X

structure.

*C4u trac vat liéu phdi khong
dong déu.

*Improve lubricating quality of
coolant.

*Diéu chinh toc do cat.

*Nang cao chat lwong bdi tron

cla dau twdi ngudi.

J0o5
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Trouble Shooting

in Tapping

X ly sy ¢b khi trong qua trinh dung Taro

Trouble Shooting in Tapping =£
*Incorrect cutting speed. * Adjust cutting speed to suit
*Tbc do gia cong khéng dung. wquplece materlal.' _E
*Bieu chinh thong s gia cong 2 5
phu hgp cho vat liéu bi gia cong. 3
*Coolant lacking in lubricating *Ensure the use of a suitable
qualities and / or quantity. coolant and an ample supply.
* M)A . A e 2 =, [* Check that coolant is reachin
Dau twgi nguéi qua it anh hwong % . 9 =
dén chat lwong bai tron va san | the cutting zone. } o
, lwgng. *Dam bao st dung ding dau twéi 53
Excessive tap wear ngudi va cung cap day dua. s

Taro bi v& qua dé

*Kiém tra dau twdi ngudi co dén
dwoc khu vire gia cong hay.
khéng.

* Surface of the core hole is
compacted.

*Khoan 16 qua nho va bé mat bén
ngoai cua lo bi nén.

*Check core hole drilling condi-

tions. (drill carefully to reduce

risk of surface compacting)

* Check drill cutting edges.

*Kiém tra tinh trang khoan 16.
(khoan 16 ti mi dé giam di rai ro)

*Kiém tra cac canh khoan.

Tap breakage
Taro gay

* Incorrect tap in use(Cutting geom-
etry unsuitable for application).

*Spr dung sai taro (Van dung théng
sO gia cong khéng thich hop).

*Use tap from the relevant
material group.

*Can cl vao chat liéu twong tng
ma lwa chon taro.

* Centering error.
* Sai trong tam.

* Ensure that axes of tap and core
hole are aligned.

*Pam bao taro va 16 bj gia céng
la 1 dwdng thang.

*Blunt tap.
*Taro cirng nhéc.

*Re-grind tap.
*Ensure that taps are stored
carefully.

*Mai lai taro.
*Pam bao tinh an toan bao quan
taro.

*Tap has reached bottom of
core hole.

*Taro cham phai day 16.

*Use tapping spindle with axial
float and slipping clutch.

* S dung truc taro cé trugt doc
truc.

*Core hole too small.
*Khoan 16 qua nhé.

* Select core hole as per chart,
pages 533~538 of this
catalogue.

*Chon 16 theo biéu dé, trang
533~538 cua catalouge nay.
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25 Trouble Shooting in Milling
o
. *Loose spindle. * Adjust spindle.
g; *Truc quay ldng. *Piéu chinh truc quay.
3
*Feed too high. *Slow down to proper feed.
*Tbc d6 bwdce tién qua nhanh.  [*Diéu chinh bwéc tién cham lai.
<
25 *Weak rigidity of holders. * Adjust cutting condition.
@ o A Ve 2 Y
5 *P06 ran clrng clia dung cu kep  |[*Bién ddi diéu kién gia cong.
khoéng du.
*Teeth too sharp. *Regind primary relief a little.
o8 *Goc canh cla lwdi dao qua nhé |* Mai mét it thanh gbc chéch.
S i
2 go, Fractrue of cutting (qua sac).
d
edge *Poor reground. * Regrind and smooth reground flute.

B6 phan me bj ran nt

@ *Tinh trang sau mai khong tét.  |*Mai me dao dén déng déu (Loai
g bd va lam sach phoi cat).
pslel

=
§§ *Chucks set not well. *Clean collects (chips inside).
a *Lap dat dung cu kep khéng *Lam sach Collet (C6 manh vun

chinh xac. phoi bén trong).
)]
rﬁ g *Loose hole (work piece). * Correct to tight holding.
53 *Linh kién gia cong I&p khéng 6n [*Lap dat cac thiét bi phu tro' va
8< dinh, sé c6 chan déng. tang cwong cac lap cac thiét bi
c6 doé déo.
* Chip biting when Up-cut cutting. |*Use Down-cut.
égo’ *Phwong phap phay nghich dinh [* Tham khao phwong phap phay
o3 manh vun phoi. thuan.
®&
*Loose spindle. * Adjust spindle.

g? *Truc quay léng. *Diéu chinh truc quay.

)
(S )
%% . *Biting chips. * Use less flute end mills and use
38 Rapid tool wear *Phoi c4t got bam vao me cAt. air bIow’to remove chlps.’
a BPuwong kinh ngoai me *3 me bién thanh 1 me, s6 me

cat bi mai mon nhanh cat giam di 1, dung phwong thirc

> phun hong kho thoi di phoi.
o U
BE * UP-cut. *Try Down-cut.
= *Phwong phap phay nghich. *Tham khao phwong phap phay

thuan.
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Trouble Shooting in Milling =£
*Improper feed speed (too slow). * Refer to recommended cutting
*Téc do cAt got khong thich hop. | conditions and adjust. || B
: *Tham khao théng so gia cdng roi i
Rapid tool wear saur d6 Kibm thao o s
E%J{%?%wglinrrr]]gr??ﬁa?ﬁ * Improper cutting angle. *Check profile of work pieces and| | ——
*Goc chéch phia truc khong | CPoOse suitable tools. .
thich hop. *Kiém tra goc xoan cla phoi va of
goc dao dé chon. =3
]
* Qver depth of cut. *Reduce feed or speed.
*Lwong cat got qua do. * Giam tbc do cat va lwong cat vao.
0
D Q
*Not enough chip pockets. *Use less number of flute end mill. % o
. . ® 9
*Ranh thoat phoi qua hep. * 'Sl:l’ dung dao phay v&i sO me cat oo
Chip packing it hon.
Thoat phoi khéng tot * Over chips. *Use air blow or chips collectors. %D
* Lwong phoi tdng l&n nhiéu. *Loi dung khoéng khi phun gié thdi %?3;
di hoac str dung may hut bui. gg
*Not enough coolant. * Apply more coolant. a
*Dau cat got qua it. *Tang lwong dau hodc nang cao "
ap lwc rét dau S
mo
i)
*Loose spindle. * Adjust spindle. 38
*Truc quay ldng. *Diéu chinh truc quay. .
*Feed too fast. *Slow down to the correct feed & no?
. . N . 92
*Toc dé buwadc tien qua nhanh. *Biéu chinh bwdc tién cham lai. 9::?
P<
No-perpendicular side * Over depth of cut. *Less depth of cut. o
XU ly gia cong mat  [* Lwong cét got qua do. *Giam lwong cét vao. 3 o
vuong géc khéng tot 3%
*Overhang too much. *Shorten the length of cut or make §§
*Lw®i dao nhé ra qua nhidu. overhang within allowed ranges. E

*Lwong nhé ra & pham vi gi¢i han
toi thieu hoac cat ngan Iwdi dao.

*Poor perpendicular to holders.

*2 mét vudng gbc hd trg khong
tot.

* Ajust chucking and check collects.

*Diéu chinh gbc vudng hé trg linh
kién, kiém tra Collet.
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25 Trouble Shooting in Milling
o
= *Loose spindle. * Adjust spindle.
{g; *Truc quay léng. *Piéu chinh truc quay.
° Dull teeth ) _ : .
Me c&t d& bi ciin * Review the situation of dull teeth. |* Check if rake angles and prima-
I 2 PO 2 relief of tools are suitable to
Khéna bén *Kiém tra phéi va dao phay dé ry :
= (Khong ben) kiém tra goc thu dong hoa. work pieces.
Ex *Kiém tra xem phoi va dung cu
e co phu hop véi goc thoat va géc
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tien khéng.

Breaking of tool
Dao phay bi gay

*Loose spindle.
*Truc quay long.

* Adjust spindle.
*Piéu chinh truc quay.

* Chattering.
*Dao phay bj chan déng.

*Minimizing chattering and see
into rib process.

*Piéu chinh chan dong dén nho
nhat, can dac biét chu y dén cac
réanh sau va dwong kinh hep.

*Feed too fast.
*Tbc dd budc tién qua nhanh.

*Slow down to correct feed.
*Biéu chinh bwdc tién cham lai.

* Cutting too deep.
* Cét vao qua sau.

*Make less cutting amount.
* Giam lwong cét vao.

*Overhang too much.

*Dung cu kep can qua ngan, me
cat vwong ra qua dai.

* Minimizing the overhang and
chucks tools well.

*Dung cu kep chac can dao, dé
16 chiéu dai lwdi cat toi thieu.

*Too much wear.
*Dao bj tén hai qua I6n.

*Regrind at earlier stage and ad-
just cutting conditions.

*Me cat da mon, viéc lam dau
tién 1a di mai dao va sau do ng-
hién ctru diéu kién gia cong.

* Chattering with noises.

*Dao phay khéng 6n dinh (lic c6
am thanh la, luc c6 chan déng).

* Slow down the feed when get-
ting into and out cutting.

*Diéu chinh budc tién dao vao va
dao ra.
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Trouble Shooting in Milling =£
*Work pieces fixed poorly. *Recheck setting or choose high-

Breaking of tool ¥ C dinh linh kién khéng tét. er precision holders. -

. *Pam bao phéi dwoc gilr nguyén, %3

Dao phay bi gay cai thién cong cu phu kién va do 3

kep.

*Loose spindle. * Adjust spindle. =

*Truc quay 18ng. *Diéu chinh truc quay. g?

]

Chattering
Chén doéng dj thuwdng

*Not enough rigidity of chucks.

*Do ran clrng cla dung cu kep
khong da.

*1f 15%~20% of spindle feed
reduced and no chattering situa-
tion in first milling, please adjust
cutting conditions and use end
mills with different spiral angles.

*Trwoe khi toc dé vong quay
giam xuong 15~20% luc ma mat
gia cong khdng cé hién twong
chan dong, thi nén xem xét thay
doi thong so gia cong, thay doi
gOc xoan ren cla dao phay.

* Improper feed speed.

*Tbc d6 cét va bwdce tién khéng
tot.

*Clean chucks or replace.

*Lam sach phoi trong dau kep,
thay doi dau kep.

*The length of cut too long.
*Me cat qua dai.

* Shorten the length of cut and
minimizing the overhang.

*Lam ngén me cét,dé 16 chiéu dai
lwdi cat toi thieu.

* Poor quality of chucks and holders.
*Vat liéu cua phdi long léo va
thiéu do déo.

*Use higher precision chucks and
holders.

*Thay ddi ga kep c6 dod déo va
lap dat cac céng cu phu tro.

Inferior finished
surface

Bé mat gia cong
khong tot

*Feed too fast.
*Tbc d6 buwdc tién qua nhanh.

*Slow down to the correct feed.
*Biéu chinh bwdc tién cham lai.

*Feed too slow.
*Tbc dd cat qua cham.

*Increase cutting speed.
*Djiéu chinh nhanh téc dd cat.
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25 Trouble Shooting in Milling
o
*Wear quickly. *Reduce cutting speed.
<
5 & *Dao phay bj cun, mai mon qua |* Sau khi mai dao thi diéu chinh
£ nhanh. tbc do cat cham lai.
* Chip packing. *Clean chips and reduce depth
*Phoi c&t got tich tu qua nhiéu. of cut.
- = *Lam sach phoi va giam lwgng
=3 cat vao.
(2o}
3 e
3 Infen;a:fgréshed * Chattering with lines. * Strengthen the rigidity of chucks
— . * &t RA A = £ and collects and minimizing the
B& mat gia cong Cat bé mat c6 hoa van (dau overhang. 9
_ khong tbt rung). . e
o Dao phay bi chan déng la b&i
3o vi str dung dao phay co géc ren
s 8 Ion, tang cwong do cirng cla
cua ga kep phoi, lwong nhé ra
cau me cat giam dén t6i thiéu.
»
So
= % *Unstable Feed. *Check and adjust spindle.
gé’ *Budc tién khong thé déng déu. |*Kiém tra diéu chinh lai truc quay.
@ *Loose spindle. * Adjust spindle.
Mo i *Truc quay Ién *Piéu chinh truc qua
) Poor machining IC quay long. uc quay.
38 planeness
. D6 phang mat gia cong* Chattering. *Check and clean end mills and
khong tot *Dao phay bj chan dong. re?et.
ey~ *Kiém tra dao phay, sau khi lau
%o sach thi lap dat lai.
O3
o8
<
*Loose spindle. * Adjust spindle.
o *Truc quay 18ng. *Diéu chinh truc quay.
29
%% Poor machining  |* Chattering. *Check and clean end mills and
58 accuracy *Dao phay bj chan dong. e
@ B0 chinh xac mat gia *Kiém tra dao phay, sau khi lau
cong khong tét sach thi lap dat lai.
>
§-§ * Less number of flute. *Use more numbers of flute.
256 *S6 me cat qua it. *Thay ddi dao phay vé&i sb me cat
nhiéu hon.
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Trouble Shooting in Drilling 25

S

*Drill is dull. *Grind lip relief sufficiently. =

I *Lip relief too small. * Grind web thinning. 58

Drill will not enter work \« 15 thick a web. *Choose a drill with narrow web. 35
mg;ﬁhgﬁgé‘h%g? *MGi khoan qua dai. *Mai géc dao dd dé Ion.

e P * Géc khoan qué nhd. *Giam do day tam. .

*Po6 day tdm qua Ion. *Chon dd dai tdm phu hop. =

og

=3

"8

Margin chipping
Mé lw&i dao

* Oversized jig bushing.
*Dau kep khoan qua Ion.

*Choose the suitable jig bushing
for drill diameter.

*Lwa chon dau kep khoan phu
hop voi dirng kinh dao.

Cutting lip breaks
Mé dau nhon

*Lip relief too much.
*Feed too heavy.
*Goc sau qua lon.
*Buwdéc tién qua nhanh.

*Grind lip relief sufficiently.
*Decrease feed rate.
*Chon gpc phu hop )
*Giam toc do buwoc tién.

Tang breaks
DGt khoan déng

* Imperfect fit between taper
shank and socket.
*Burred or Badly worn sockets.

*Can dao va bau kep khong vira.
*Bau kep co ba via, mon.

*Clean the dirt or chips in sockets.

* Change the worn sockets to new
ones.

*\/é sinh vét ban hoéc phdi & bau
kep.

*Thay bau kep bi mon.

Drill breaks in brass
DPau nhon khoan héng

*Unsuitable drill.

* Flutes clogged with chips.

*Dung loai mii khoan khéng phu
hop.

*Nghet phéi.

*Choose the suitable drill for work
material.
* Chon mdi khoan phu hop v&i vat
liéu gia céng.

Chipping of drill center
Mon dau khoan

*Lip relief too much.
*Feed too heavy.
*Goc sau qua lon.
*Buwdc tién qua Ion.

*Grind lip relief sufficiently.
*Decrease feed rate.

*Mai lwoi khoa’n.

*Giam budc tién.
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25 Trouble Shooting in Drilling
o
<
S &
7 g *Unequal angle or length of cut- [* Resharpening point, choose
° ting edges. correct drills.
Hole oversize *Loosen spindle. *Tighten spindle sufficiently.
Duong kinh 16 qua Ion|* Ludi cit khdng can dbi hodc  |* Mai lai dau mdi khoan, chon loai
UE khong deu. mdi khoan phu hop.
=2 *Truc chinh bi lac. * Siét chat truc chinh.
(2o}
)
§§> * Cutting speed too high. * Grind point to suit work material.
39 *Hard spots in work materials.  |* Decrease the feed rates.
oo * Flutes clogged with chips. *Resharpening early before too
Outer corners *Too wear of drills. wear.
@ Gay goc khoan  [*Téc dd cat qua cao. * Chon dau mi khoan phu hop
iy *Phoi c6 phan qua cung. _Voi vat liéu gia cong.
o3 *Ranh thoat phoi bj tac. - Giam toc d¢ vao dao.
52 *Mi khoan bj mon nhiéu. Kip thoi mai dao.
Co
%%’j * Improperly ground point. * Properly grind point.
= : *Only one lip doing all the cutting. * Grind point with same point an-
22 Large chip of one y oneip €omg R ? gle ang length of lip P
© flute and small chip |* Chon dau mai khoan khéng * Grind with ! h iaht
of other flute thich hop. rind with smafl fip height.
= Sh o ga ok *Dao chico 1 lwdi. *Mai dau khoan dung cach.
Ranh catd -
z8 khong dau nhau *Mai dau khoan c6 do dai lui 12
S goéc cat twong dau nhau.
&2 *Kip thoi mai dao.
o)
5o
28 * Improperly ground point. * Properly grind point.
oF *Unenough coolant supply *Supply coolant enoughly.
2= *Too much feed. *Decrease the feed rate.
@ Hole rough * Fixture not rigid. *Tighten the fixture or replace.
Lo khoanthdrap  *Maij géc cat khong thich hop.  [*Mai dung géc cét dao.
§; *Nuwdce twoi ngudi khdng du. *Cap du nwoc twdi ngudi.
3= *Buoc tien qua lon. * Giam toc do bwdc tien.
X *Gia d& khong kién co. *Kep chat gia hoac thay moi.
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